ing 


_ MACHINERY 


. JUNE 27, “1958 : - ONE SHILLING & THREEPENCE 








éSLITA pal Ming Bling Makin 


<4 











With adequate power and rig- 
idity for heavy-duty milling 
with carbide cutters. Built in a 
range of sizes, with spindle dia- 
meter 10", 8", 7”, 6” or 5S”. 


pa | Me WILLIAM ASQUITH LTD. 
. HALIFAX * ENGLAND 





Soles & Service for..2 DRUMMON D-ASQUITH er . .. the British Isles 


ORUMMOND-ASQUITH (SALES) LTD.. KING EDWARD HOUSE, NEW ST., BIRMINGHAM 








"Phone: Midland 3431 (7 knes) ‘Grams; Maxishape,B’ham. Also.at LONDON: Phone: Trafalgar 7224 (Slines) and GLASGOW: ‘Phone: Central 0922 


MACHINERY 
JUNE 27, 1958 


MILLS 
BRIGHT STEEL BA 


Rounds (drawn, turned and ground) 
Hexagons, Squares, Flats, 
and Special Sections. 


Mild, Freecutting, Casehardening, 
Carbon and Alloy steels. 

Supplied to A.1.D., Admiralty, 
B.S. 970 and customers’ 

own specifications. 


EXORS. OF JAMES MILLS LTD. 
BREDBURY STEEL WORKS WOODLEY. NR. STOCKPORT 


Telephone: WOOLEY 2231.(10 lines) Telegrams: “'MILLS' PHONE WOODLEY 








June 27, 1958 MACHINERY 


STRATFORD LONDON ENGLAND 


1H Cn wT at 


MODEL "B" 
PRECISION TOOL-ROOM LATHES 


Built in 3 Sizes 
Swinging 13-17-21 inches over Bedways 


Cam-lock Spindle Nose 
Synchronizing-Reversing-Clutch for Threading and Feeds - Precision Lead-Screw with 
Compensating End Thrust - Enclosed Apron with Finger Tip Control for Feeds 
Electric Suds Pump 


AVAILABLE WITH FULL ADDITIONAL EQUIPMENT 


When answering advertisements kindly mention MACHINERY. 
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HARPER CASTINGS 


Thin Section 
with excellent finish which can 
be vitreous enamelled direct 


Castings for Harper Food Mincers made on our 

Mechanised Plant must have a fine silk finish 

which can be enamelled direct, be sound, strong 

HARPER No. 1500 and easily machined. Accuracy of moulding and 


coring is essential in the production of these 
particular castings. 


se La JOHN HARPER & CO. LTD. JOHN HARPER (MEEHANITE) ETD. 
on ALBION WORKS Phone: WILLENHALL 124 (5 lines) Grams: HARPERS, WILLENHALL WILLENHALL 





A 

= 

mm 

Gp RS LONDON OFFICE: SEAFORTH PLACE, 57, BUCKINGHAM GATE, LONDON S.W.1 
PER 


MANCHESTER OFFICE fo B. J 


Tel.: TATE GALLERY 0286 
Brown & Partners Led. 248/9 Royal Exchange, Manchester 2 
Hé65! 


When answering advertisements kindly mention MACHINERY. 
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CRI-DAN a machine that will 


eut any type of 





thread=in any 


material that 


ean be threaded. 


Threads can be cut in a fraction 
of the time taken on a thread 
miller or centre lathe and at less 
expense with greater accuracy 
and superior surface finish. 


This set-up on a Cri-Dan type-B 
is for cutting a }4” dia, 11 t.pi. a 
1.390” long thread at both ends of 
a steering idler at a rate of 48 
per hour. 


Over 500 Cri-Dan high-speed threading machines have been installed in customers’ works since 1948. This 
machine combines an old-established principle of cutting a thread with modern tool development. This 


enables threads to be generated at very high rates of production using semi-automatic cycle and unskilled 
labour. 


Cuts threads up to 5 t.p.i. in mild steel on 4” external and 6” internal diameters and up to 34” in length. 
AD.347 
ALFaES L£TD., COVENTRY 
Factored Division, Red Lane Works. 





When answering advertisements kindly mention MACHINERY. 
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Water Wash 
Spray Booth 


The results of our long experience , AT ROLLS-ROYCE LTD - DERBY 


are at your disposal. 3 
Consulting us incurs no obligation. ge-MgEers — typical of the many BULLOWS 
hs installed in well-k 
SPRAY PAINTING EQUIPMENT /# er 
AIR COMPRESSORS P Industrial Plants throughout the country 


ALFRED BULLOWS & SONS LTD 


HEAD OFFICE & WORKS - LONG ST WALSALL - STAFFS - ENGLAND - TEL: 540! 


DEPOTS AT:—1I3, SOUTH MOLTON STREET, LONDON, W.i- - - ~- TELEPHONE: MAYFAIR 2313 
55A, BRIDGE STREET, MANCHESTER,3 - - - ~- TELEPHONE: BLACKFRIARS 5670 
70, GILMOUR STREET, GLASGOW, C5 - - - - + + TELEPHONE: SOUTH 2383 
61/63, DRURY STREET, DUBLIN - - - - = + «+ TELEPHONE: DUBLIN 73188/9 


When answering advertisements kindly mention MACHINERY. 





June 27, 1958 MACHINERY 





The name “ Wardson” on™ 
any small cutting tool 
gives the operator complete 
confidence in the quality 
of work he produces. For 
over a hundred and twenty 
years Ward’s have been 
engaged solely in the 
manufacture and perfec- 
tion of small cutting tools 
and their name has become 
famous the world over to 
all engaged in the 

machine tool industry. 


ground flat stock reamers rotary cutters machine knives 





screw slotting saws 


Ground Fiat Stock 
Rubicon Brand tool bits 


These are two other ‘‘ Wardson "’ 
specialities guaranteed always to be 
of consistent high quality giving 
utmost satisfaction to the user. 


WM. WARD & SON (SHEFFIELD) LIMITED 
(st. 18865) 


Centenary Works, Woodseats Road, 
Sheffield 8, England 


Telephone: 52451 (2 lines). Telegrams: ‘ Wardson, Sheffield 8’ 
Registered Trade Marks: ‘‘ Wardson.’’ ‘‘ Rubicon.’’ 


milling cutters metal slitting saws tool bits 


When answering advertisements kindly mention MACHINERY. 
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WHAT A SAVING 
Be) on Short and Medium Run 
Piercing Jobs! 


BRITISH 


WIEDEMANN Tooling 


Rounds, squares, ovals, clusters and shapes — you use the 
same tools for every piercing job with similar openings. 
Every tool is ready for instant use: 

no setting—always in accurate alignment. 

The Wiedemann method saves time and expense in other 
ways, too — reducing handling and eliminating 

marking out and hand finishing. So why delay longer? 
Find out more about this economical method today. 


There's a 

WIEDEMANN Turret Punch Press 

for every short and medium run 
piercing job. 

Hand or power—1!5,000 to 160,000 Ib. 
punching pressure. 


Send for new 


illustrated =) DOWDING & DOLL LTD 


brochure 346 KENSINGTON HIGH STREET, LONDON, wW. 14 


Telephone WESTERN 6077 (8 lines) Telegrams ACCURATOOL HAMMER LONDON 


When answering advertisemtnts kindly mention MACHINERY. 
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-it pays to investigate 


‘ 


DOWDING Hobbers have been developed by gear 
specialists: their accuracy and economy are the result of 
sound basic design coupled with craftsmanship in manu- 
facture. They are to be found in leading engineering 
workshops throughout the world, earning a high repu- 
tation for their accuracy and dependability. 


MODEL V.8 
UNIVERSAL HOBBING MACHINE 


Accurate, versatile, economical. With 
built-in differential. For spurs, helicals, 
wormwheels, and worms. Tangential feed 
and cam operated plunge feed are optional 
extras. Maximum dia. 8”, 7” Face. 12 D.P. 


= = MODEL 7 
WODEL ¥.4 I) Poveratand rig Wich ibn 
UNIVERSAL HOBBING MACHINE 


differential. For long splines and 
Accurate, rigid, and versatile. With ? oe gears integral with long shafts, and 
built-in differential. For the smaller spurs, parallel and taper serrations. Alter- 
helicals, worm wheels, and worms used in 7 native heavy duty or high helix angle 
light engineering and instrument work. hob heads. Maximum dia. 7”. Hob- 
Tangential feed is also available. bing length 18’. 8 D.P. 
Up to 4” Diameter, 4” face, 20 D.P. 


Ask us to send our new illustrated Hobbing brochure 


DOWDING & DOLL LTD 


346 KENSINGTON HIGH STREET, LONDON, W. 14 


Telephone: WESTERN 8077 (8 lines) Telegroms : ACCURATOOL HAMMER LONDON 


When answering advertisements kindly mention MACHINERY. 
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Concrete in hours— 
not days 
(using ordinary aggregate) 


MACHINERY June 27, 1958 


The Cement 
for Industry 


Mature concrete at unequalled speed. The maximum waiting 
time is 24 hours. 





Corrosion-resistant 
Concrete 
(using ordinary inert aggregate) 


Concrete highly resistant to chemical attack. 





Refractory Concrete 
(using firebrick aggregate) 


The most adaptable refractory known. 





Insulating Concrete 
(using lightweight aggregate) 


CIMENT 
joy 


ALUN 





Jointless castable insulation suitable for high temperatures. 


FORSPEED: SIRENGTH 


RESISTANCE: REFRACTORINESS 


LAFARGE ALUM 


k 


AP 3/1373 
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No.7 ‘PRELECTOR’ 
Turret Lathe 


e Patent hydraulic pre-selecting head-stock 
© 12 spindle speeds, both forward 
and reverse, (25-1,000 r.p.m.) 
© Bed protected by stainless steel covers 
© Screw-cutting motion 


Full details of our complete range of . © Automatic lubrication 


Cepsten and Turret Lath on t. . 
a ss rr ® Quick power traverse 


© 2in.bar I6in. swing 


| | HO 20 SELLY OAK 
site BIRMINGHAM 29 


When answering advertisements kindly mention MACHINERY. 
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KENDAL str 


| PLANO-MILLING 
MACHINE 











Capacity 6 fi. wide x 
6ft high x 18ft long. 
infinitely variable 








TABLE FEED MILLING HEAD FEED = LH. VERTICAL HEAD R.M.VERTICAL HEAD HORIZONTAL HEAD 


SOOSOSS 


KENDALL € GENT LTD a 
t) GORTON MANCHESTER (<> Ol O— 
ccreerert dent EAST 1035 EMERGENCY STOP 





TABLE TRAVERSE WILLING HEAD TRAVERSE CROSS-SLIDE LM ana. HEAD RH. enon, HEAD gta aC 
leged Tere ated | Chath i Cudch in Selected | Cich Oi) Pump Pane 
— taht 6 up Saal = eral 
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eid |g 


H[o) {(c) 
flor 
[o] 
[oO] 
t 
i 


e 


Chad ual 














*[0] 
(@) 
#0] 
[0] 
t5[0] 
OC 
i#LO] 
[Oo] 
iLO] 
f 
z 
[0] wee 


1 
ii) 
i) 


gogo 


K243 























June 27, 1958 





THE FUNDITOR 
ROLLING PRINCIPLE 


CRADLE 


Each round part is located in a cradle 
and is raised under pressure against a flat 
die carried in the head. The die then 
traverses and the impression is made in 
the part smoothly and evenly. 


Z% 


TABLE 


Each flat part is located in a holding FH 
fixture and is raised under pressure J] 
against @ round die carried in the head. Z 
As the die traverses, it rotates, making FH 
the impression in the part. In both cases F 
a small portion of the die only is in GF 
contact with the piece and positive FF 


pressure ensures a consistently clean 
mark. Shock impact is practically 
eliminated. 


Heavy Duty Marking Mc. 


PRESSURE YF 





QAAAASBSss ein, 
coe’ 


MACHINERY 


marking or knurling 


TOUGH 
materials .. . 


‘ac ae 


Funditor 





This semi-automatic hydraulic machine has been specially 
designed for deep ea tough materials without effort. 
Its rolling action and controlled heavy pressure results in 
impressions of consistent clarity. By use of the appro- 
priate dies and fixtures deep marking or knurling can be 
performed with ease and high rates of production 
obtained by unskilled female operators. 

@ Send us particulars of your marking or knurling 
requirements. 

Write for our latest Marking Machine Manual with over 
100 illustrations. 


Funditor Ltd 


Phone: Clerkenwell 6155 (3 lines). 3, WOODBRIDGE STREET, LONDON, €E.C.! 


When answering advertisements kindly mention MACHINERY. 








MACHINERY June 27, 1958 


BETTER THAN 
ALLOY STEEL! 


..and not in short supply 


Stellite faced low carbon steel will not only replace 


alloy steel but will increase life from three to ten times. 


There are hundreds of thousands of applications where Stellite 
faced low carbon steel is replacing alloy steel, and at the same 
time giving multiplication of life. Application to hot shear blades 
is only one of many regularly in use, including pump sleeves, 
forging dies, clipping beds, mill hammers, steam and refinery 
valves, press tools, doctor and other knives, cement and rubber 
screws, chemical plant components, hot glass knives, entry guides, 


hot extrusion dies, woodworking tools and countless others. 







We supply Deloro Stellite hardfacing rod and make certain 


you get satisfaction by means of our complete service. 


Send for publication B.9, ‘‘Hardfacing with Deloro Stellite’’. 


petono stezurte uimirev 1 DELOROWSTELLITE 


HIGHLANDS ROAD, SHIRLEY, SOLIHULL, WARWICKS. HARDFACING ALLOYS 
Telephone : Solihull 2254-5-6 ° Telegrams : Stellite, Birmingham 


ASSOCIATED WITH DELORO SMELTING AND REFINING CO. LTD. DELORO * ONTARIO - CANADA 


AD.NO 240 


When answering advertisements kindly mention MACHINERY. 
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@ IA (MARK III) PRECISION 
TOOLMAKER LATHE 


For high surface finish but at the same time, rapid 
stock removal. The Model 1A swings 123” over 
the bed and has 30” between centres. Speeds 
between 25 and 3,100 r.p.m. are available. Power 
is transmitted from a 4 h.p. main drive motor. 
Flame hardened bedways ensure continued accuracy 
over a long life. 


—4 


& 
HEAVY DUTY AND STANDARD TOOLMAKER 
LATHES MANUFACTURED BY C.V.A. JIGS, MOULDS 


& TOOLS LTD. UNDER LICENCE FROM THE : 
LODGE & SHIPLEY CO., OHIO. LODGE & SHIPLEY 


3 2. TOOLMAKER 
Payerl LATHES 


Computing head calculates correct cutting 
speeds and indicates correct lever settings. 

24 Spindle speeds up to 2,000 r.p.m. Alter- 
native motors transmitting up to 20 h.p. 
through all-spur gearing, with precision 
bearings. Flame-hardened, replaceable, steel 
cross-slideways and bedways. 





Model 13° swings 18” over bed. 
Modei 16” swings 204” over bed. 
Model 20” swings 24§” over bed. 


All models available with 54”, 78”, or 126” 
E.H. JONES | “=== 
° ° 


(MACHINE TOOLS) [| 7D 
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PRODUCTION GEAR SHAVING MACHINES 


For gear capacities of 7 and 12 inches, these automatic high- 
speed machines are designed for the rapid shaving of spur 
and helical gears by the radial loading method, employing 
the rotary crossed-axis principle. 

They are unique in their versatility, since three different shaving 
techniques can be used. 


AXIAL TRAVERSE where the cutter traverse is parallel to the 
work axis, for the wide face gear. 


OBLIQUE TRAVERSE where the direction of cutter traverse is 
inclined at an angle to the work axis, for the medium face gear. 


TANGENTIAL TRAVERSE where the cutter is traversed at 90 


degrees to the work axis, particularly suitable for the 
shoulder gear. 








THE 






DAVID BROWN 


CORPORATION (SALES) LIMITED 
MACHINE TOOL DIVISION 


BRITANNIA WORKS SHERBORNE STREET 
MANCHESTER 3 


Full details are given in Publication MI103-9 


When answering advertisements kindly mention MACHINERY. 
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OFFER THE FOLLOWING 
NEW MACHINE TOOLS ! 


PFEIFER PRECISION TOOLROOM LATHE MODEL P 12 
9" swing by 40" between, turning — 0-00008"", 14 —2 11 to 1,000 r.p.m. 
swings ir ' In gap, hollow mandrel A Norton ed Box, 187 threads, 
Whitworth Metric = Module, Travellina teady Keene * ~~ plate, motorised tour 
ole motor, A.C. 415/3/50. Price, £1,275 

xtras: Taper Turning Attachment, Suds Pump, rourway aha y etc. 


TROGLIA LATHE TYPE TPM 20 

10" centre x 76'' between, swings 31'' in gap, Hollow Mandre!l 2;,'’, 18 

speeds, 20-850 r.p.m., Norton gearbox for hitworth, Metric and Module 

> 4 face plate chuck, 2 steadies, motorised ‘suds pump, motorised 
TROGLIA A.C. rice, £1,100. Equipment inclusive. From stock. 


ROBLING HIGH PRECISION LATHE MODEL 600/2 

54" centre x 24"' between, ee accuracy 0°0002"' screw cutting, 12 speeds 80-1,920 r.p.m., 
1 hollow mandrel. For Whi tworth, Metric and Module threads, collets extra. 

Price, £325 Os. Od. from stock. 


P.T.V. UNIVERSAL MILLING MACHINE MODEL PTV 51 

Table working surface 334" x 84"'. Eight auto longitudinal feeds, 9 spindle 
feeds 60 to 1,200 r.p.m., includin a" Universal Dividing Heads, Braces, 
motorised Suds Pump, motorised A.C. 415/3/50. Vertical attachment extra. 
Price, £910 from stock. 


P.T.V. VERTICAL MILLING MACHINE MODEL IV 

Table 39" x 8]'', No. 40 Int. Taper, power feeds in all directions, dial change 
speeds, 10 speeds 60-1,400 motor in base A.C. 415/3/50, electric pump, tank 
and fittings, spindle to column 7"' max., spindle to table 16j" 

Price, £1,350 Os. Od. from stock. 


FRIKLA TOOL AND CUTTER GRINDER W.S.1 

Capacity 7'' x 12"', between centres 234"', suitable for horizontal surface 
ptr | et ‘and vertical surface grinding 12" x 4", motorised A.C. 
15/3/50 Price £267 10s. Od. from stock. Ditto De Luxe 
Model = W.S.2, 385 Os. Od. from stock. Extras: Motorised 
Workhead, Relief and Spiral Grinding Attachments, Collets, etc. 


S.P.W. TAP AND DIE RELIEF GRINDING ATTACHMENT 

For accurate, quick and = manufacture and maintenance of Taps 
and Dies. in 3 sizes. Motorised 

2A-1/50 for taps up to 4" x 124" iong, | 1" shank, £275 Os. Od. 
2A-2/50 for taps up to 4"' x 22" long, |"' shank, £355 Os. Od. 
1A-3/50 for taps up to 8" x 13}"' long, 24"' shank, on application. 


SURE UNIVERSAL GRINDER 

10"' swing x 40'' between centres, with internal attach- 
ment, 13j'' dia. wheel, swivelling 90°, motorised work- 
head. 80-500 r.p.m., swivelling 90°, eee AC. 
415/3/50. 10" x 40", £1,565 - Od 

10 x 24" £1,375 Os. od. foriy delivery. 


SIMON TOOL LAPPING MACHINE 
For Tungsten & Carbide Tools. Accurate radius 
lapping. Chip breaker and flank lapping. Rough and 


finish lapping at one setting. Patent com ination head 
P.T.V. VERTICAL with diamond wheel. From stock. Send for details. 


SURE 


W. URQUHART 023. 1025 & 1027, GARRATT_LANE 


LONDON S.W.17 
TELEPHONE: BALHAM 8551 (5 LINES) 
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Inside information on metered lubrication 


Tecalemit-Bijur metered lubrication has been 
proved successful in thousands of installations, 
from industrial sewing machines to transfer 
machines, it automatically provides the correct 
amount of clean, filtered oil to all moving parts, 
giving higher speeds, heavier loadings, longer 
runs, and above all, longer machine life. 


Write for this new book containing full detailed information including :— 


Automatic and hand-operated lubricators. 
Rotary and reciprocating drives. 
Dimensioned drawings of lubricators, valves and fittings. 


2@ TECALEMIT 


TECALEMIT LIMITED, Plymouth, Devon. Phone: Plymouth 62844. 








Grams; Tecalemit,Plymouth. Telex: Plymouth 45-145 
Tessa 


When answering advertisements kindly mention MACHINERY. 
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—almost a workshop in itself 


H. W. KEARNS & CO LIMITED BROADHEATH near MANCHESTER 
KSG I 





When answering advertisements kindly mention MACHINERY. 
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A NEW APPROACH 


This revolutionary height gauge has 
been designed to satisfy the exacting 
standards demanded by contemporary 
times and represents an answer to the 
ever-increasing difficulties arising from | 

intensive production and 

automation with often — 

only semi-skilled staff ’ 

available. The instrument 

is available graduated in 
English or metric measure. 


The low price brings it within the range 
of not only the small workshop but the 
individual toolmaker, inspector 
machinist, etc. 


Send now for full details 
of this new patented 
height gauge that you can- 
not afford to be without 


| | 


HORSHAM SUSSEX 
Telephone: HORSHAM 2227-8 


SOLE MANUFACTURERS 


British and Foreign Patents applied for. 


When answering advertisements kindly mention MACHINERY. 
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SANDVIK . 


oromant 


Gry, 


When answering advertisements kindly mention MACHINERY. 
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No. 33 Thread grinding machine 


This small high-precision thread grinding machine has 
been specially designed to meet the demands of the 
manufacturer of small scientific instruments. 


Used throughout the world for thread grinding from 
the solid blank of ground thread taps, micrometer 
screws and similar precision components. 


MACHINE TOOL GROUP Threads are produced from a multi-ribbed grinding 


wheel formed with the famous Matrix Multi-Ribbed 
Wheel Diamond Dresser or Crushing Unit. 


Can be fitted with a live centre workhead and hollow 
spindle enabling work such as long shanked taps to be 
accommodated. 


For the production of freer cutting ground thread taps, the 
No. 33 can be supplied with a Relieving Unit giving infinitely 
variable rehef. The Unit is shown on the right of the illustration, 


The live workhead and hollow spindle permit work to be ground 
of overall length beyond the normal capacity of the machine 


Coventry Gauge 


&® TooL company ito § qf fliiby 
“ooo 


P.O BOx 39 Gt BRITAIN 
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THE LINDNER WORM AND 

THREAD GRINDING MACHINE 
Distance between centres -- S2in. 
Maximum grinding length -» 20in. 
Maximum grinding diameter .. 10in. 
Maximum helix angle right andleft 40° 


External and internal grinding with 
single and multi-profile wheels. 


Automatic in-feed grinding. 


Other models of thread grinders avail- 
able for continuous thread up to 13ft. 


THE LINDNER 

JIG BORER 

@ Optical adjustment 

@ Measuring system free from wear 
@ Pre-selection of adjustments 

@ Projection optics 

@ Open-front design 


@ Automatic locking and releasing of 


the co-ordinate table and boring 
head 


@ Centralized lubrication 
@ Setting accuracy 0-00004in. 


@ Spindle Speeds 25—1900 infinite) 
variable. 












SOLE AGENTS FOR GT. BRITAIN: 145-157 ST. JOHN STREET, 


STEDALL MACHINE TOOL CO. CLERKENWELL, LONDON, E.c.I 


Telephone: Clerkenwell i010 Telegrams: Lockstone-Smith, London 


coments amaanta 0 oA SA SAE ETNA ST AR 
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STANDS SUPREME .- - FOR SAFETY 
_, . PRODUCTIVE CAPACITY 
,..ALL ROUND PERFORMANCE 


However you judge a centre lathe Covered bedways—enclosed lead 
—on productive capacity—ease of screw and shaft. 

operation — precision — safety — Full protection: gearing in- 
the WILLSON MK. | will satisfy accessible while running—slipping 
every demand. The price, too, is clutch on feed shaft—shear pin 
surprisingly low, measured by any for screw cutting. 

standard. 

Note these features:— BRIEF SPECIFICATION 
All electrical gear isolated: no Swing over i “s 

volt release. Swing over cross slide 

Taper and key spindle nose for Between centres 

direct mounted chucks. Spindle speeds (9) 


WILLSON LATHES 
HALIFAX, ENGLAND . Telephone: HALIFAX 58445 


a 


Ep pea 


in Fest 
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HACKSAW BLADES 


and 

ree! 

the 
difference ! 








Sag 


“Eclipse hacksaw blades and other tools are made by James Neill & Co. (Sheffield) Ltd. and are obtainable from all toci distributors 
UH 26 
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« 


gripping right across 
face, side grip as well 


total magnetic power 
unsurpassed 


4 


light-durable-strong 


end & side stop for 
easy, rapid setting 


precision ground 
surface 


F. PRATT & CO. LTD., 





The operation shown illustrates 
an excellent example of the use 
of Magnetic Chucks on milling 
machines. A mild steel plate 
measuring 11" x S° x 4” is 
accurately located by means of the 
Magnetic Chuck side and end stop 
plates. Two recess reliefs each 
measuring 1}” wide by 4” deep 
are then gang milled using acutting 
feed of 3," per min. The cutting 
stroke is 8° long, complete floor 
to floor time of 4)” min. Setting 
and clamping time is completely 
eliminated. 


HALIFAX * ENGLAND 
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COVENTRY 
ADJUSTABLE 
REAMERS 





—simple, inexpensive 
and efficient. 

—can be reground 
many times. 


een ARES L7TD., COVENTRY 
HERBER r Factored Division. 


When answering advertisements kindly mention MACHINERY. 
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CONTAINEL 


UNIT FOR 


*OR OSE LIMIT COPYING 


TO NEW ANO EX1STING 
CENTRE LATHES 


att 


Hydraulic 


COPYING ATTACHMENT 


@ DOES NOT IMPEDE THE NORMAL USE OF THE LATHE IN ANY WAY 
NOTE THESE IMPORTANT FEATURES 


@ Machining times on een cated shapes and batch @ The attachment is fitted to the r of the lathe and 
> et gpanranf reduced joes notinterfer > with the Wan ayesed pana th eae 
@ Fine tapers and radii readily copied and close tol- 

erances maintain 


@ Can be used for turning, boring and facing 

operations. 
@ Round models or flat templates can be used as 
masters. 


The above illustrations show the H.1.C. attachment fitted to a Dean, Smith & Grace 2lin. Swing Lath 


OUR EXPERIENCE IS AT YOUR SERVICE 


THE HEPWORTH IRON CO. (ENG) LTD., HAZLEHEAD we. SHEFFIELD 


TELEPHONE : PENISTONE 3231/5 
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This stainless 
“Bt =1=) Motelaalelolar=ians 





625 +t-002" 


32 CHAMFER@ 45 


- 


100000'dia 


~ 
7502 via 
_ _ 
j.750001a} 4 


1-7500 bia 
00015 OIA 


3)\* 
Ag | 
8 micro INCH 2am 
| FINISH MAX R.M.S “eur "8 «| $75 on 
- 


| “ 
Vs. 


MAT * STAINLESS STEEL $.80 el le 


sprit t4444-e 





The components were fed to the Hardinge HCT Precision Chucking was p fore | u rot =Te | 
Machine as parted-off and rough drilled blanks, and then machined . i 
to final size and finish in a fraction of the time required by Bal under bs 4 min. 


conventional methods. Expensive grinding operations eliminated. 


No special fixtures necessary. ona ieelae| i nge 


Note these features of Hardinge HCT Lathes : @ Infinitely variable speeds ot. 
up to 3,000 r.p.m. @ Independent infinitely variable feeds @ Precision H CT Prec ision 


8 station turret indexing through all stations within -0001” repetition. « 
@ Quick setting and standard tooling for economic set-ups on long or short C h uc * I ng 


runs @ High speed precision threading with automatic length control, 


7 
tool lift and return. M ac h ine 
Write for full details of Hardinge Precision 8 Station Turret Lathe Model HCT 


Hardinge Machine Tools Limited 


One of the Sheepbridge Engineering Group 
Feltham, Middlesex Telephone: Feltham 3221/5 Telegrams: Hardinge Feltham 


When answering advertisements kindly mention MACHINERY 
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PRICES 

Finished * Blanks 
?——ieee Reamers for sizing 
The benefit of our lower 


Grinding 
. . \ 2 B.S. Allowance 
production cost is yours. | 








Limits on Nominal 
+0-030" /0-040" 


64/3 | 47/9 





The considerable demand for Wimet 
Expansion Reamers has resulted in 
the introduction of new manufac- 
turing methods. These have led to 
lower costs which are now being 
passed to you in the form of lower 
prices. 

Wimet tipped tools already possess 
a life many times greater than 
ordinary tools and in the Expansion 
Reamer this is multiplied many 
times over by the ability to expand 
it and regrind to size. 

Delivery of all commonly used sizes 
can be made from stock. Please 
write or phone your enquiries. 


| Tr vO t 
6 * Blanks for sizing are finished in all respects 


EXPANSION REAMERS but left with grinding allowance for circulor 


grinding and backing-off by customer. 





76/- | 58/- 





84/- 





89/3 | 68/3 
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WIMET DIVISION, TORRINGTON AVENUE, COVENTRY 
Telephone : Tile Hill 66621 


When answering advertisements kindly mention MACHINERY. 





MACHINERY 


We tell you all 


Take a Series 5 motor: we can tell you that it 


conforms electrically to B.S.2613 for Class E 
insulation and for frame sizes and dimensions to 
the new B.S.2960; that it costs less; that it is 
lighter and takes up less space because the frame 
size is smaller than any previous standard motor of 
the same horsepower ; that the double fan cooling 
is extremely efficient and the cooling air—exhausted 
centrally through large openings —leaves with a 
low velocity that is quickly dissipated. We can tell 
you what bearings we use and what kind of slot 


insulation. We can give you all the information in 


June}27, 1958 


we can, but... 


our power about any other A.C. motor from 1 to 


300 h.p. made at our Guiseley Works . . . but still 


we should not have told you the most important 


thing —that the motor carries the name... 


(rompton Parkinson 


LIMITED 
MEMBER OF ATOMIC POWER CONSTRUCTIONS LTD. 
One of the five British nuclear energy groups 


MAKERS OF ELECTRIC MOIORS OF ALL KINDS INSTRUMENTS 


ALTERNATORS AND GENERATORS SWITCHGEAR 


8.E.T. TRANSFORMERS CABLES CEILING 


FANS LAMPS LIGHTING EQUIPMENT 


BATTERIES STUD WELDING EQUIPMENT 


TRACTION EQUIPMENT 


CROMPTON PARKINSON LTD., CROMPTON HOUSE, ALDWYCH, LONDON, W.C.2 


When answering advertisements kindly mention MACHINERY. 
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| Vices for Accuracy 


plus Durabihty 


THE ABWOOCOD 

» UNIVERSAL 

MACHINE 
VICES 


Suitable for jig boring, grinding, milling and shaping 


n design, low height, and 
machines. Note the clea 8 8 This vice is accurately indexed 0-90° for 
angular work with spot sight and knife 
P : . dge for register. The swivel base is 
. Available in two sizes, ecg 8 
clamps have been locked allable indexed through 360° so that any com- 
bination of angles may be obtained. 


rigid mounting. The angle cannot alter once the 


4in. and 6in. jaw widths. 


ABWOOD MACHINE TOOLS Ef p #3 ROAD, DARTFORD, KENT 


Telephone : Dartford 527! (5 lines) 


Telegrams: ABWOOD, DARTFORD 


When answering advertisements kindly mention MACHINERY. 
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W* insist on the most efficient 


up-to-date machinery to achieve 


the finest results from each operation. To 
keep up with our latest production methods, 
many machines are designed and built in our 
own Works. CONSISTENCY applied to every 
detail is embodied in each tool marked DORMER. 
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ELLID | Zoot 


wrtte (5° 
TILTING 
WHEELHEAD 





The new Excel No. 5 has skill built into 
it; the operator needs very little experience 
to produce fine work right away, cutting out 
trial and error. 


Duplicated controls cut time still further— 
and look at the features ! 


EXCEL” 


TOOL AND CUTTER 
GRINDER 


FEATURES THAT MATTER 


@ Absolute simplicity of @ Self-contained stator and 
operation. rotor spindle unit. 


@ immediate set-up of 
complicated workpieces. 


@ Theoretically correct 
backing off irrespective of ™ Maximum operating 
diameter. economy. 


Please write for 44 page Machine Tool catalogue 
eS CE SH EE SS Se CE EE ee TR RE Ge 


Manufactured by: 


B. ELLIOTT (MACHINERY) LTD 


MEMBER OF THE 8. ELLIOTT GROUP OF COMPANIES 
Victoria Works, Willesden, London, N.W.10 Tel. ELGar 4050 
Overseas Subsidiaries: Canada, U.S.A., Australia, §S. Africa 


@ Two speeds—without belt 
change. 


ELLtorr. “OF ‘LONDON. 


When answering advertisements kindly mention MACHINERY. 
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don’t be prehistoric... 


get a jump ahead with 
WESTOOL solenoids 


Whether you make machinery, or simply 
use machines in your production processes, 
Westool Solenoids can help you get one 
jump ahead of your competitors. Westool 
Solenoids are compact, self-contained, 
electro-magnetic units which can be fitted 
anywhere to provide a direct mechanical 
action automatically, or by remote push- 
button control. Solenoid action can lift, 
lower, push, pull, open or shut, thus sim- 
plifying machine designs, speeding up 
operations and reducing production costs. 
The list of machines—a long and diverse 
one—which have been improved by 
Weston Solenoids includes domestic 
washers, dry cleaners, can packers, ticket 
issuing machines, spot welders and con- 
crete batching plant. To meet customers 
immediate requirements, Westool carry 
some 10,000 Solenoids of various types and 
ratings so that your i diate ds may 
be dealt with by return. 
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ST HELEN'S AUCKLAND Co. DURHAM 


Telephone: West Auckland 317 (6 lines) Series 500 and Series 

Telegrams: Solenoid, West Auckland 700 A.C. Solenoids are 

Birmingham Office: 7 Newhall Street, Birmingham 3 available in Fiame- 

Telephone: Central 390! aA ae “hes — 

Westool also make: Coils & Coils Winding Machines, Transformers & Chokes, Grinding ote aa a ETON 
Attachments, Air Conditioners, Warners Electric Brakes & Clutches. 


FLAMEPROOF SOLENOIDS 











When answering advertisements kindly mention MACHINERY. 
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rus 1s NEW! 


: 100% ACCURACY AND FINISH 
* Adaptability 






* Low Capital Outlay 


* Space Saving 


* Integral Cam Feed 


” Super Precision 
Bearings 


The FB4F Fine Boring Unit Head illustrated above 
incorporates an independent feed motion, transmitted 
to its spindle quill through a simple plate cam, which 
can be designed to give a fast approach and varying 

Manufactured by:— rates of feed. The robust spindle and quill, together 
¢ with super precision spindle bearings, ensure a high 


4 g h p r Q ( ¢ 0 n degree of finish and roundness. 


These self contained units are readily adaptable for 
a wide variety of applications without need for costly 


2 set ups. 
q lj | p iil é nt { Particularly suitable for mounting on simple base 


plates together with the necessary work holding fixture 
enabling single purpose units to be constructed for the 
DESIGNERS AND MANUFACTURERS OF SPECIAL minimum of time and cost. Wide range of speeds and 
MACHINE TOOLS feeds obtainable by changing feed cam and motor 
pulley. 


BLETCHLEY BUCKS “Descriptive brochure on request.” 
Phone: BLETCHLEY 3403/4/5 : 


| | jae 


> 
ee C2 oe EY 
EEA RSS RN SN RN ATER RT ORE 
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HE NEW AGE 
“il 


THINKING BIG? THINK GLARE 


The largest milling chuck made, the Clare 'G' size, combined with 
the renowned Clare tool versatility can show an outstanding saving 
in change over times on your large machines. 





The 'G' size chuck (with 
maximum collet bore 3" 
diameter and 5" direct cone 
mountings) can take from 
$" to 5" diameter standard 
end mills and up to 3" 
diameter x 12" cut long 
series end mills, up to 14" 
diameter facing cutters, up 
to No. 5 Morse Taper Drills, 
Jobber Drills, etc. 


Simultaneously facing and tee slotting a Roll Mill Housing (stee! casting) on a 
piano Miller, at the works of Davy & United Enginering Co., Ltd., Sheffield. 'G' 
size chuck on the vertical spindle, mounting a 12'' diameter carbide face mill. 
‘F’ size (on a special extension) on the horizontal spindie, mounting a 24" 
diameter tee siot cutter. 


There is no other chuck made 
in the world which can equal 
the capacity or range of the 


A‘ sins chuck mount- Clare ‘G' size chuck. 


ing an 8" diameter 
inserted blade face mill. 


CUT BETTER WITH 


CLARE COLLETS LIMITED 


WRIGHT STREET - BROADHEATH : CHESHIRE 
Telephone: Altrincham 3701/2 Telegrams: Clarchucks, Altrincham 


When answering advertisements kindly mention. MACHINERY. 
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MEL CL A 


GIEWONT No. 4 


Vertical Milling 
Machine... 


Table working surface 
79" x 16" 


32 power feeds to the quill 


1% 


NUD RTO LU ECULCELC LULU COLL 


Rapid traverse in all 
directions 


21 Spindle speeds 
Number of table feeds 32 


Extremely competitive 
value 


TTL EEL 


MLL CL 


MODEL 4 FVA 
DELIVERY 





_——_ ALSO 
SPECIFICATION: AVAILABLE 


Table working surface ...... 79" x 16" 


os « ager spindle nose . EARLY 
te 


Table traverse: Longitudinal 
Transverse 
Vertical 
Vertical traverse to spindle head 
Spindle speeds (21) ... 18-1300 r.p.m. 
Approx weight ..... A 


EXCLUSIVE DISTRIBUTORS IN THE UNITED KINGDOM 


ep RIGHT OPPOSITE NORTH ACTON STN. a> 
MACHINE TOOL COMPANY LIMITED 


172-178 VICTORIA ROAD - ACTON - LONDON W3 - Telephone ACORN 5555 
Midlands Showroom: 1075 Kingsbury Road, Birmingham 24 NRP 
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FOR DEBURRING © DESCALING @ GRINDING ©@ BURNISHING @ POLISHING @ FORMING RADII 
MICROINCH FINISHING ®@ RUST-INHIBITING ® WORK-HARDENING 


has the right 
barrel finishing 
equipment 
for you! 


ALMCO'S " ADVANCED 
DESIGN " SERIES 


Thirteen great models in this series! These machines feature a 
wide range of variable speeds (infinite from 6 to 30 r.p.m.), 
making possible economical deburring and finishing of the 
reatest variety of parts. Each unit has Almco's exclusive design 
eatures and rugged construction to stand up under all types of 
punishing applications. 





SUB-O-MATIC 
AUTOMATED SYSTEMS 


Almco's exclusive submerged unit is an 
automatic, "' assembly line '' system for 


MULTI-COMPARTMENT 
“ FIXTURE" TYPE BARRELS 


Do you have these deburring and finishing 


Pioneered by Almco for processing large 
and intricate parts. Custom designed fixtures 
hold parts securely, 
impingement and allow abrasive action to 
reach all surfaces, cavities, slots, etc. Barrels 
have automatic forward and reverse controls. 


prevent part-on-part 


problems—wide variety of parts or small 
Quantity runs where fixtures would be too 
costly? Lack of floor space for several 
machines? An Almco custom-designed 
multi-compartment barrel may give you a 
cost-saving answer. Automatic forward 
and reverse. Any combination of com- 
partments and doors. 


a ies 


1 
| 
| 
| 
| 
| 

BARRELS | 
| 
| 
| 
| 
| 
| 
| 


micro-precision deburring and finishing 
of small parts in quantity. Saves labour, 
speeds up processing and flow of high 
production parts. One man can operate 
this equipment and handle as many as 
192 barrel loads per 16 hr. day. Slashes 
compound expense to minimum. These 
submerged systems can also be obtained 
in non-automated, straight line systems. 





CUSTOM-DESIGNED BARRELS 


Almco designs and manufactures spe- 
cial barrels of all types for problems 
where standard equipment cannot be 
effectively used. These range from the 
smallest type to the largest fixture 
barrel such as the 60°' diameter x 60" 
length barrel shown above. Special 
large diameter barrels with double 
flat or triple flat doors are also avail- 
able to accommodate extra large 
parts and to allow abrasive media to 
flow freely over the outer periphery of 
the part. Your special problems may 
be solved with one of Almco's 
custom-designed barrels. 


SMALLER MACHINES 


Twin barrel machines manufactured 
by Almco are the standard of the 
industry for processing smal! lots of 
parts and for companies with large 
lots of small parts. Also ideal tor 
sample processing, barrel finishing 
research and development work. 
These units are Almco engineered 
to the highest specification 
standards and include operational 
and safety features found on 
Mode! larger Almco machines. 


DBOIA 





Almco deburring and finishing machines are ruggedly con- 
structed to perform on a round-the-clock basis. They 
incorporate the best enginering design required in the 
industry—your assurance of versatility and economical pro- 
cessing of work parts. Optional, equipment includes 
material handling devices and systems, automatic forward 
and reverse, double or triple flat doors, single and dual 
timer controls for automatic delay starting and stopping, 
perforated drain doors for flushing and rinsing unloading 
devices, etc. Also a full and complete line of Almco 
Supersheen barrel finishing compounds and media of all 
types made especially for use with Almco precision barrel 
finishing equipment. 


Ghee Supersheen BURY MEAD WORKS - HITCHIN - HERTS 


YOUR SAMPLE PARTS 
PROCESSED without obli- 
gation in modern Almco 
test labs. Simply send 
parts direct to Hitchin, 
Herts. Enclose specifica- 
tions desired. Complete 
h free report includes re- 
“= commendation. 











Telephone: Hitchin 3669 


HOLLAND (Rotterdam) N.V. Technische Handelsonderneming ‘‘ Carborundum-Aloxite '’ : BELGIUM & LUXEMBURG (Bruxelles) 
Tecnimetal Societe Anonyme : SWEDEN (Stockholm) Trumlingsaktiebolaget : SWITZERLAND (St. Gallen) L. Kellenberger & Co. : 
SOUTH AFRICA (Johannesburg) Barry Colne & Co. (Pty.) Ltd. : AUSTRALIA & NEW ZEALAND (Melbourne) Hardie Trading Ltd. 
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INVESTIGATE the advantages of Precision 
a STRAIGHT TOOTH BEVEL GEARS 


a w/. — with i 
a, te = BP LOCALISED 
= TOOTH 
: o BEARING 


Ga \ » lng, 


‘| Uy. 


We are ina W)) i is 


unique position 


to offer this feature. Mi 


Gleason No. 24A Conifiex Straight Bevel Gear 
Generating Machine — the latest addition to our 
comprehensive range of gear cutting equipment. 
Capacity: mitres 25” diameter 
bevels up to 354” diameter 
maximum pitch 14 D.P. 
Your enquiries are invited for bevel gears with 
localised tooth bearing and also for spurs up to 8’ 6” 


diameter, bevels up to 6’ diameter, worms and worm 
wheels, etc. 


Early delivery of complete gears or teeth cut in customers’ blanks. 


CAMPBELLS & HUNTER LTD 


SAYNER ROAD, LEEDS, 10. Telephone Leeds 22397. Telegrams Dolphin, Leeds, 10. 





When answering advertisements kindly mention MACHINERY. 
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HUMPHRIS “act tc 


Although we have 

supplied a number of 

our 25 ton presses with 

rack and pinion type roll 

feeds fitted, we are illustrating 

this combination for the first 

time in an advertisement. In addi- 

tion to the four feed models in the 

RF.0600 Series (single and double) and 

two models in the RF.0900 Series (single 

and double) which are fitted to this press 

we now have single and double versions of 
rack and pinion roll feeds in two widths which 
are available. In consequence there are now 
16 variations of standard roll feeds which can 
be supplied as attachments to our 25 ton 
Crank Press and as will be seen from the 
illustration, interlock guards can be fitted to 
these presses for use in conjunction with the 
roll feeds. This important advantage allows 
the machine to be used for both primary and 
secondary operations. 


HUMPHRIS 


Pressmaster 


25 TON ROLL FEED PRESS 


Gian pacemakers of progress in press work 
HUMPHRIS & SONS LTD - POOLE - DORSET 


TELEPHONE : POOLE 1800 TELEGRAMS : HUMPSONS 
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Oo 
7O% 
oR moon Shona Reds mm cohorok S| 


for most bar-fed 


matclotalialss— 


Here are self-explanatory reasons 
why users report increases up to 70% 
with the BIRFEED:— 


Reloading each bar takes only 7 seconds! 
: Magazine capacity 12—1” dia. bars 
BIRFEED (high-speed) adapted to suit 


electronically controlled automatic with : Magazine loaded by unskilled labour 
hydraulically operated chuck . , stad 
a Noneed tostop machine while magazine is loaded 


Skilled operators can attend to more machines 
Random lengths of stock can be used 


Actual productive machining time is increased, 
and machine tool efficiency can often exceed 85 °/ 


BIRFEED attached to centreless 

grinding machine 
The BIRFEED Automatic Magazine Bar-feeding Attachment 
is readily installed: there is only one small modification 
necessary to the existing mechanism of a bar-fed machine tool. 
The BIRFEED is adjustable to the centre height of any 
machine. Standard BIRFEED attachments have been designed 
to suit the majority of modern capstan lathes, single-spindle 

ccolesanennee tT tubular stock screws, automatic lathes, and parting-off machines, but there 

a oe are numerous other adaptations available to suit this 

[ } ¥ outstanding equipment. Details of the BIRFEED models, 
including optional extras and adaptations will be 
forwarded on request. 


BIRFEED Mk. II supplying single-spindle 


screw automatic lathe ee Loe ¢ ee j | 
| wares —S | i ? 4 ee 


T 


Baca Birfeed 


BIRFEED MK. IIB (high-speed) in standard form, 
feeding bar stock to rotary wheel type cutting-off AUTOMATIC MAGAZINE BAR-FEEDING ATTACHMENT 








ee BIRFIELD TOOLS LIMITED : BOOMIN ROAD - COVENTRY 


i Phone: Waisgrave-on-Sowe 2372 
1 MEMBER OF THE BIRFIELD GROUP 








When answering advertisements kindly mention MACHINERY. 
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Clarksan 


SPIRAL 


SIDE AND FACE 
CUTTERS 


Clarkson CUTTERS 
have the edge.... 


with these good reasons 


Better Clarkson Spiral Side and Face Cutters have the edge 
on the market because they last longer and have a more 
consistent life. You know what to expect from Clarksons. 
Cheaper You get the best for less cost because you buy 
direct from us—at Makers’ prices. 

Faster You save time and money because Clarkson Spiral 
Side and Face Cutters operate at higher speeds than standard 
cutters. Machining time can be reduced as much as 60%. 
Delivery by return Orders for standard Cutters are ex- 
ecuted the same day as receipt. No waiting, no fussing. 46 
standard sizes from 3” x3/16” to 8”x I”, in 1” or 1}” bore, 
and also in Metric sizes. 


CLARKSON (ENGINEERS) LTD. 


NUNEATON Head Office and Works, Nuneaton 2261 NEWCASTLE 241 Westgate Road, 1, NEWcastle 2-5248 LONDON 
124 Hammersmith Road, W.6, RIVerside 8241 BIRMINGHAM. 15 Heath Mil) Lane, 9, Victoria 3994 BRISTOL 17 Cumberland 
Street, 2, Bristol 2-8464 MANCHESTER 98 Oxford Road, 13, ARDwick 4804 GLASGOW 430 Crown Street, C.5, SOUth 1942 
LEEDS 8a Britannia House, 1, Leeds 26369 BELFAST 32 Shaftesbury Square 


When answering advertisements kindly mention MACHINERY. 
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BERTHIEZ =<" 


@ Available with either 
fixed or sliding 

table, with a choice 

of table diameters from 
40 in. to 177 in., giving 
swings of 45 in. to 316 in. 
according to the 


type specified 


Full particulars and early delivery from Sole Agents: 


SOAG MACHINE TOOLS LTD., LONDON 
JUXON STREET, LAMBETH, S.E.11 


Phone: RELiance 7201 Grams: SOTOOLSAG, LONDON, S.E.!! 





When answering advertisements kindly mention MACHINERY. 
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Guides are 
made of 
Ferobestos 





A glance at these unique advantages 


The versatility of Ferobestos, an 
shows why more and more engineers are 


asbestos-reinforced plastic material, 


specifying Ferobestos. opens up an extremely wide range 
of engine ring applications. , 
great physical strength As well as guides these include:— 
high strength to weight ratio Bushes 
high temperature resistance Coupling Discs 
low moisture absorption Bearings 
good chemical resistance Gears & Rollers 
high wear resistance Piston Rings 
good electrical resistance Wearing Slippers 
high dimensional stability Mounting Pads 
low coefficient of friction Compressor Blades 
Thrust Washers 


Ferobestos is available in a number 

of speciai grades including silicone 
impregnated for greater heat resistance 
and graphite impregnated for more 
efficient lubrication. 





Ferobestos can be supplied from 
stock in sheets, rods, and tubes. 
Special mouldings, where quantity 
justifies the cost, can be made to 
order. Write for fully detailed 

and illustrated leaflets. 











J.W. ROBERTS LTD 


FEROBESTOS DEPARTMENT | 
Chorley New Road, Lostock, BOLTON. Tel: Horwich 840 - Branch Sales Offices: LONDON, GLASGOW, BIRMINGHAM, LEEDS 


A Member of the Turner & Newall Organisation 


When answering advertisements kindly mention MACHINERY. 
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PRESENT DELIVERY 
DIESINKING 
MACHINES— 
EX STOCK 





GEORGE H. ALEXANDER MACHINERY LTD. 
82-84 COLESHILL STREET - BIRMINGHAM - 4 


When answering advertisements kindly mention MACHINERY. 
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An Exhibition in itself... 


ry \ ; | 























JMACHINERY SHOWROOMS 
AT SHEFFIELD 


Others at: SILVERTOWN (LONDON) : GLASGOW : _ BRITON FERRY 
VISITORS ARE ALWAYS WELCOME AND 
REMEMBER — WARDS MIGHT HAVE IT! 


ALBION WORKS -: SHEFFIELD 
‘ ines ' ‘FORWARD SHEFFIELD" 
THOS. W. WARD LTD } lrnoon orice: saetteNHam HOUSE 


LANCASTER PL. STRAND W.C.2, ‘PHONE TEM ISIS 








0.56 
When answering advertisements kindly mention MACHINERY. 
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GROMMET 
VW = BELT A grommet (a cord loop built by winding 


high-tensile rayon cord upon itself in an endless 


spiral) is essentially strong and flexible. 
works 


Grommet spiral construction ensures that all the 


; : : windings share the load and stresses equally. 

A BTR High Test Grommet V-belt drives heavier ae 

loads with a higher safety factor because it’s stronger; Two Menticnt matched grommets symmetrically 
transmits more power for electricity consumed because positioned in the belt share the load equally. 
it’s more flexible; lasts longer because it’s more The grommets are on the neutral axis of the 


durable, size for size, than any other V-belt. belt and largely unaffected by flexing stresses 
‘Grommetise’ your drives with BTR High Test 


Grommet V-belts, especially where conditions are os Gn Ot toga evens Go pags, 
punishing—the more difficult the drive the more Grommet construction makes room for extra 
outstanding you'll find BTR High Test Grommet rubber to absorb shock loads and protect the 
V-belt performance. grommets from unfavourable conditions. 


BTR BTR HIGH TEST 


GROMMET V-BELTS 


Patented in Britain by BTR Patent No. 567406 


hgpsoneeny BTR Industries Ltd 
iN RUBBER earristn TweamortasTics -_ aeeveesetea mManeracreanens 


Herga House, Vincent Square, London $.W.| Telephone: ViCtoria 3848 














D.1269 


When answering advertisements kindly mention MACHINERY. 
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Coofs SHAFT MOUNTED GEAR UNITS 


8 to 425 r.p.m., powers up to 120 h.p. 


Features 


Direct mounting on the driven 
shaft 

No alignment problems 

No slide rails 

No flexible couplings 

No baseplates 


No supporting structure 


Performance 


18 units provide speeds from 
8 to 425 r.p.m. at powers from 
fractional to 120 h.p. 


THE VARIOUS DRIVE 
ARRANGEMENTS 
ARE ILLUSTRATED 
OVERLEAF. 


Postage No Postage Stamp 
will be necessary if posted 
paid by 


in Great Britain or 
Complete details Licensee shaediens Waianae 
of speeds, powers 
and dimensions 
are published in 
our new Catalogue 
157. Send us your 
name and address 
on this postcard 
to get your copy. 
There’s no need 
for a stamp; just 
fill it in, tear it out 
and post it—now. 




















BUSINESS REPLY CARD 
Licence No. BD377 











CROFTS (ENGINEERS) LIMITED 
THORNBURY 
BRADFORD 3 
YORKSHIRE 





SHAFT MOUNTED GEAR UNITS 
mount divect on the drwen shopt 


STANDARD DRIVE 

This is the most widely used of the 
various Shaft Mounted Gear Unit 
arrangements. Many production 
drives in many industries owe their 
smooth and profitable operation to 
this compact and efficient reduction 
gear. Further details of this and the 
drives shown below are contained in 
publication 157, a copy of which can 
be obtained by completing and post- 
ing the attached card. 
























































MOUNTED 
WORM GEAR 
MOTOR DRIVE 





SHAFT MOUNTED GEAR UNITS Crofts have 


branches at: 
BELFAST 


Please send without obligation copies of your -neteaomeaaa 


BRISTOL 
CARDIFF 
DUBLIN 
GLASGOW 
IPSWICH 
LEEDS 
LIVERPOOL 
LONDON 
MANCHESTER 
NEWCASTLE 
NORTHAMPTON 
NOTTINGHAM 
STOKE 
SHEFFIELD 


publication 157 to: 
Chief Designer 


tae bd GANA asc Kkaseeanwsatesunvens Plant Engineer 
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Willie athe first name 
in electronic-hydraulic 
copying lathes 


A comprehensive range of ten models, 
with capacities up to 27 inches diameter and 118 
inches in length, covers all requirements. The 
ultra-sensitive copying device couples extreme 
accuracy with reliable trouble-free working. An 
advanced design of copy milling head is among 
the many items of additional equipment pro- 
duced by the famous VDF Organisation. 


A copy of this 80 page full colour 
book can be yours for the asking. It 
contains a wealth of information on the 
development of copying methods by the 
electronic-hydraulic process. 


(ABOVE) 

Unicop Model V3 with boring bar 
clamp and boring bar for internal 
copying of a hollow spindle. 


A batch of spindles copied on a 
Unicop. (RIGHT) 


Hollow tapered spindle copied on a 
Unicop. (CENTRE) 


Spherically ended control rod copied 
on a Unicop. (LEFT) 


wb 4 4 SRY MACHINE Tool co. LTD 


HYTHE WORKS ~- THE HYTHE + STAINES + MIDDX. 
Phone: STAINES S076 (3 lines) Grams: “ SYTOOL, STAINES” 
Ws 


When answering advertisements kindly mention MACHINERY. 





MACHINERY June 27, 1958 


THREADING TOOLS 


CEJ PRODUCTS 


Ground Thread Taps Micro Snap Gauges Extensometers 

Chaser Dies Surface Finish Plain and Screw Snap 

Screw Plug Gauges Indicators Gauges 

Screw Ring Gauges Micrometers Plain Ring Gauges 
a Bore Gauges Gronkvist Drill Chucks 

Round Dies Deltameters_ : Dial Gauges 

Thread Milling Hobs (Automatic Sizers) Tapping Attachments 

Thread Rolling Dies Drill Chucks Multiple Interference 

Plain Plug Gauges Gauge Blocks Microscopes 

Mikrokators Dynamometers Vernier Height Gauges 





: 
< 
< 
; 
¢ 


A.1.0. AND A.P.1. APPROVED 


SOUTHFIELDS ROAD, DUNSTABLE, BEDS - TEL: DUNSTABLE 422/8/4 





When answering advertisements kindly mention MACHINERY. 
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WHAT’S NEW IN| 
SLIDING BED 
LATHES? 


For the answer to that, ask STANLEY. 

STANLEY have recently re-designed their 

104 inch Sliding Bed Lathe to incorporate 

several improvements. 

The new Stanley is heavier—has greater horse-power—a wider bed 
—totally enclosed, built-in electrics. It can be supplied with a back 
turning rest to turn large diameters the full length of the open gap. 

The Stanley Sliding Bed Lathe is really two lathes in one. It can be used 
as a standard centre lathe and also for large diameter, large width jobs 
which would otherwise call for a special machine. 

Stanley lathes have been serving satisfied users all over the world for more 
than twenty years. The new model is designed and built to carry on this 
fine tradition. 

All you want to know about the improved Stanley Sliding Bed Lathe 

is contained in a new catalogue—sent on request. 


HIGHLY SATISFIED USERS OF STANLEY LATHES 


include : Mullard Ltd. Bryant Symons & Co. Ltd. 
Laurence, Scott & Electromotors Ltd. Rosser & Russell Ltd. 
Prince of Wales Dry Dock Co. (Swansea) Ltd. Hobbs Transmission Ltd. 





THE STANLEY MACHINE TOOL CO. LTD. 
NEW BANK - HALIFAX - YORKSHIRE 


Telephone: Halifax 67233 Telegrams: ‘‘Makers”’ Halifax 


When answering advertisements kindly mention MACHINERY. 
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for ECONOMICAL 
MULTI-DRILLING 


Consult the Specialists 





SLACK & PARR LTD» 





~ 

We manufacture all types of multi-drilling equip- 
ment from a simple two-spindle adjustable model 
to a multi-head that will drill a large cylinder block 
in one operation. S.P.K. multi-heads are built-up 
from a range of standardised interchangeable 
spindle assemblies and housings, which have been 
developed as a result of many years’ practical 
experience, resulting in the minimum cost and a 
proved performance. 


Should you desire any further information please fill 
in and post this coupon. 








[J Universally Adjustable [ | Geared Fixed Centre Drill- 
Centre Driilheads DHIO! heads DHI03 


Gearless Fixed Centre C] Geared Adjustable Centre 
Drillheads DHI02 Drillheads DHI05 


[| Multi-drilling Machines DH104/6 


Signature......... 


Status......... 




















SLACK & PARR LIMITED - KEGWORTH Nr. DERBY - Tel.: Kegworth 306 


When answering advertisements kindly mention MACHINERY. 
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HERE IS 
YOUR 
OPPORTUNITY £ 














MAINTENANCE 
LABOUR COST 


— FINISH QUALITY 


IDLE TIME 


ARNESDRIL 


COOLANT 
SEPARATORS 


Coolant fed into a BarnesdriL 
magnetic coolant separator con- 
tinuously circulates around the 
drum of powerful permanent 
Alcomax magnets. Swarf, chips, 
and other ferrous particles are 
removed, Coolant is cleaned by 
the separator, thus preventing 
machine downtime and improving 
finishes. 


A User Reports: 

“Our surface grinder (above) required six 

hours of cleaning and five gallons of coolant 

per week. With the Barnesdril magnetic 

separator installed, there has been no down- * 
time in four months and coolant used has B 
dropped to one gallon per week. We cut our 

grinding costs by £23 per week and paid for the No. 4 Magnetic Separator 
installation in less than two months.’ Write installed on a Blanchard 
or full details to Dept. M.19. No. 18 Surface Grinder 


» ORIGINATORS OF THE DRUM TYPE MAGNETIC AND COMBINATION SEPARATORS 
Made in Great Britain. Patents No. 603083, 731655 and 745604. Others pending. 


ARNESDRIL 


DEVONSHIRE HOUSE VICARAGE CRESCENT 


: GASTON .. MARBAIX LTD  BAttersta. Lonpon, swi 


PHONE BATTERSEA 8688 (8 lines} 
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Precision times nine 
with the SOLEX 


The sOLEX MULTI-GAUGING CABINET, 

like al! soLex instruments, is simple to 

use and superbly accurate. 

The MULTI-GAUGING CABINET (for 

checking crankshafts) measures 9 ex- 

ternal dimensions and one length 

check simultaneously. The component 

is held in pneumatic centres operated 

by a foot pedal, allowing fast hand- 

ling. Component tolerances within 

00025. 

The illuminated panel gives the 

operator a clear picture of the 

positions of the columns. 

An automatic device tops-up the 

fluid in the air controller, thereby 

eliminating the daily topping-up 

usually necessary. 

The sOLEX MULTI-GAUGING CABINET iS a ditt 4 die 

another dependable instrument for ame © paeg 

increasing quality and rate of produc- } bij j 
if! , 


tion. 
@ & foie 
“7 ena 


ee, I, “ 


Photographs courtesy of 


VILLIERS ENGINEERING ©O LTD 


SOLEX (GAUGES) LIMITED 
q 72 CHISWICK HIGH ROAD LONDON W4 CHiswick 4815 


When answering advertisements kindly mention MACHINERY. 
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OPENSIDE 
PLANING MACHINES 


In a range of sizes to admit work up to 
4 ft. wide and maximum height under 
cross rail 3 ft. 6 in. Table to any 
length required. 





The Swift-Summerskill all electric openside . 
planer is of modern design that ensures the 
utmost rigidity and accuracy of alignment. 
Single helical gearing is employed for the 
table drive and a standard range of spéeds 
from 25 to 200 ft. per min. is available. 


If required, alternative ranges down tO this view of a Swift-Summerskill Openside Planer shows 
10-80 f.p.m. can be provided. The two 


smaller machines have feeds of 0-005 in. to clearly the robust proportions of the buttress for the cross 
0-350 in. and the two larger planers feeds ail. which ensures rigidity. 
of 0-005 in. to 0-450 in. Write today for a 


catalogue describing these and other Swift- Write today for further details 
Summerskill Planing Machines. 


SWIFT-SUMMERSKILL LIMITED qu FT 


CLAREMONT WORKS . HALIFAX . ENGLAND | 
Telephone: Halifax 3792 & 3793. @ummershill m m e rs 


When answering advertisements kindly mention MACHINERY. 
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Of course, it’s Savile Row for 

a fine cut. But in your line of country. 
Jessop-Saville tools give the best cut 
of all. Jessop-Saville “‘off the peg”’ 
high speed steel butt-welded tools are 
always available in 55 standard shapes 
and 15 shank sizes. The High Speed 
Steel Tips—electrically butt-welded 
to good quality carbon steel shanks — 
have exceptional wear and abrasion 
resisting qualities and consequently 
longer service between re-grinds. 
Please send for a copy of 

our Monthly Stock List. 


JENSOP-SAVILLE 


ARKWELD AND TRIUMPHWELD 
high speed steel butt-welded tools 





WM JESSOP &@ SONS LTD JS SAVILLE &@ CO LTD 


BRIGHTSIDE WORKS SHEFFIELD TRIUMPH WORKS SHEFFIELD 
ENQUIRIES TO: SMALL TOOL WORKS - PORTLAND STREET * SHEFFIELD 6 
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Model H80 Illustrated 


WAMEDIATE DELIVERY FROM 
OUR LONDON SHOWROOMS 
(Subject to prior sale) 


PLAUERT 


HORIZONTAL BORING and FACING MACHINES 


Safety Clutch disengages automatically working feed or rapid traverse to prevent damage. 
Power feed to table (Longitudinal, Cross and Circular) * Push Buttons allow fine adjustment 
of Spindle or Faceplate when setting » Automatic cross feed to facing head + Designed and 
built for Precision Boring, Drilling, Milling, Threading, Reaming and Facing + Enduring 
accuracy * High productive ability - Wide speed and feed range + Ease of operation. 


Models H80 and H100 are arranged with electric preselection of spindle speeds and feeds. 


Sole Agents BRIEF SPECIFICATION 


Model H63__—i| H100 
Se SEE sca Sas S08 lewd 00 24’ x4 3H” 

Max. diameter for facing... 22” 28 354" 
Working surface of table (width x Jength)... 28” x 354” | 354” x 443” | 443” x 493” 
Number of spindle speeds ..._... " 18 27 

| Range of spindle speeds: r.p.m. es 5.6—1000 | 2.8—710 























SB aleubelcileoyeleml b-Kelcbbsleum Meve)l Gree lire 


41-45 MINERVA ROAD, NORTH ACTON, LONDON, N.W.1I0 600 


533/SMT 156 
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After 


production comes 


With the present necessity 
to reduce the costs of ' 
production, it is more 
than ever important that 
any wastage of machined 
parts should be kept to 
a minimum. All ferrous 
parts should be protected 
against rust between 
processes, before and 
after assembly, in storage 
or transit. 

There is sure to be a grade 
in the RODOL range of 
rust preventives that 

will give the right degree 
of protection for your 
particular usage. 
Literature is available 
which describes the 
properties of the various 
RODOL grades and 
assists in the selection 

of the correct grade for 
any duty. 

Write for your free copy 


today. 
OL RUST PREVENTIVES 
to give positive protection 


FLETCHER MILLER LTD - ALMA MILLS - HYDE - CHESHIRE 


Telephone: Hyde 3471 (5 lines) Telegrams; Emulsion, Hyde 


Apply 
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wutiinet HYDRAULIC and MECHANICAL 


Ww WITH HYDRAULIC HOLD-DOWN 


FOR PLATES 
=* 23-0 ACCURACY 


VERSATILITY aay 


ener a 
FOR PLATES 5 wi : 
™ * 6-0 ~ 


: 

L 
H 
E 
L 
M 
3 
B 
U 
R 
C 
E 
R 


MANY EXCLUSIVE 
ACCESSORIES 

FOR UNIVERSAL 
USE 


PAUL GRANBY & CO.LTD. 


39 VICTORIA STREET-WESTMINSTER-LONDON-SW iI 


Telephone: ABBEY 5338 Telegrams: POWAFORGE, SOWEST, LONDON Cables: POWAFORGE. LONDON 
Roinbow 1187 
When answering advertisements kindly mention MACHINERY. 
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The most PY advanced. Reamer in use today! 


CHEAPER THAN FIXED REAMERS IN THE LONG RUN - ALREADY COPIED BY OUR COMPETITORS 


Adjustable continuously and smoothly to a larger or smaller size 


within a range of -O0Tin., sizes from hin, dia., to 2in, dia, 


VERALOY PRODUCTS LIMITED 
VERALOY BEECH ROAD - THE MARSH - HIGH WYCOMBE - BUCKINGHAMSHIRE 


Tele phone High Wucombe 2795 67:8 Telegrams Veraloy High Wycombe 


BIRMINGHAM BRANCH OFFICE: 61-63 * HAGLEY ROAD + BIRMINGHAM, 16 


When answering advertisements kindly mention MACHINERY 
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HEAVY ,UTY MILLING 


SLIDING RAM meow? zon Tat scat 
GIVES 27$in. ay Le ae Hor! yERT 
AUTO CROSS 


Integral double swivelling universal head provided with 274in. automatic 
cross feed by the sliding ram, can be set to the horizontal or vertical 
position, or to any angle instantaneously—permits the heaviest production 
cuts. Head can be retracted completely from table line. 27 spindle 
speeds from 30 to 2,066 r.p.m. 27 feeds from +;in. to 30in. Rapid traverses 
in all directions. All operating controls duplicated. Table slides directly 
in the knee without cross movement or swivel. Double guides of knee 
permit components in excess of I} tons to be machined, The double swivellin ng 
universal head requires an opening of only I4in. to enter work pieces an 
the whole sliding ram with its 27hin. poo Mo cross movement needs only 
, 18in. clearance. 














Automatic Feeds 


Toe | Table | Long | Cross | 








KU4 56%in. x 152in. 43iin. 
KUS5 64in. x 15}in. Sijin. 
KU6 784in. x 16}in. 59in. . 
L7 1S7in. x 39in. 118in. | 27hin. 











Type ‘LL’ Open-side Traversing Head Universal 

Miller will mill, bore, slot and drill the largest work-pieces 
at one setting. 
The unique design permits greatest variety of operation on 
large work-pieces; the component remains stationary on the 
large work-table. Upright slides full length of base table, 
and the sliding ram moves vertically and horizontally. 


~~ 
DUFOUR UNIVERSAL MILLERS 


Table surface 43 in. by 9Zin. or 474in. by 1O0Zin. Auto long. feed, 263in. 
or 303in. Auto vert. feed, 154in. or 18Zin. Auto cross feed 94. Rapid 
traverse in all directions. No. 40 International taper for main spindle, 
universal head, and rotary table. Direct reading dial change for speeds and 
feeds. All parts subject to wear hardened and ground and completely 
interchangeable. Built to closest tolerances. Spindle speeds 2! to 1,600 
r.p.m. Twin overarms. Separate motor for rapid traverses. 


Also table 63in. by [5in., with auto feeds: 40in. long., 2lin. vert., I4in. 
cross; 25in. auto-univ. head feed. 36 spindle speeds 6 to 1,500 r.p.m. 


SCULFORT tatnes 


Swing over bed 20, 22 or 25in. 
and 28, 32 or 66in. 
and 40, 47 or 60in. 
Speéd ranges: 6-2,000; 
12-1,600; 
or 34-325 r.p.m. 
18-45 h.p. motor drives for max. output. Totally enicosed gear 
: . box provides 90 different pitches. Flame hardened bed. Large 
Shea + spindle bore. All head stock gears hardened and ground. 
Ex-Stock : Ee Built-in coarse screw cutting device. 
and demonstrate SS” Other products: Copying lathes, Locomotive and Carriage Wheel 
naa Turning Lathes, Centreless Bar Turning Machines, Facing Lathes 
CLARE Chucks & Collets. and Special Purpose Centre Lathes. 


Rudolph Carne & Go. Ltd. SWAN WORKS, FISHERS LANE, 


CHISWICK, LONDON, W.4. 
Telephone: CHISWICK 0514 & 6585. Inland Telegrams: RUDCAR, CHISK, LONDON. Overseas Telegrams: RUDCAR, LONDON 


When answering advertisements kindly mention MACHINERY 
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Today’s revolutionary 
technique— 


SUPERFINISH BY COLDFORMING WITH 

















LLL/LLLLLLL. 
With ‘ Rodo’ Rolling Tools —" . } 
you can go straight from a VILLI TITTY ae 


‘pre-machined bore toa close 
































tolerance bore with a superfinished surface of increased hardness. No grinding, 
lapping or honing. Ballrace seatings, hydraulic cylinders and tubing and 

bores in valve bodies (even with ports) are typical applications. 

Coldforming by ‘Rcdo’ Rolling Tools on your own centre lathes, drilling machines, 
boring machines and automatics is the new technique 

for finishing blind and through holes of any size and 

length in almost any material. May we give 

you fuller information? 


& MACHINE SHOP EQUIPMENT LTD., speNser stTrREET LONDON. S.W.1 Telephone ViCtoria 6086. 
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"-iACTORY -FCDOR PLAN 


SI ered eg 















li 


Pm a spaceman myself? 


but don’t get me wrong. I won’t be on the first 
moon rocket. I’m putting my factory space 
which cost good money to its proper use. In 
other words, ’'m using it to house machinery 
and not throwing it away on big space-wasting 
drives. If you think three-dimensionally, 

like me, you’ll use chain drives, 
and get another machine 
or two on that floor. 











= { / 


_ 


ge nS 4 
R E N OLD chain drives 


conquer space problems in 
almost all applications 


This oil expellor installation for the 
treatment of oil bearing seeds and nuts is 


equipped with Renold Stock Chain Drives. 





Photograph v4 kind permission of 


Rose, Downs & Thompson Ltd., Hull. 


* * * 
save space Save power increase production 













“ere 
RENOLD 


— the FIRST name in precision chain 


RENOLD CHAINS LIMITED » MANCHESTER 


When answering advertisements kindly mention MACHINERY. 
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AUTOMATION FOR YOUR 


BATCH PRODUCTION 
ARBOMAT 


AUTOMATIC TURRET 
DRILLING MACHINE 


The ARBOMAT is a fully automatic turret machine, with 2 to 6 stations of gin.’capacity, or 2 to 4 
stations with lin. capacity, in steel. It drills, reams, counter-sinks, tapsjor screws‘at different tool 
speeds, pre-selected for each station, in an automatic cycle. 


It is a matter of minutes only to change the individual speed, rapid traverse and feed stroke for 
any station, or to vary the rate of feed or the number of stations, for another job. The ARBOMAT 
is, therefore, as economical for medium or even short runs as for continuous production. 


THOKA MACHINERY SUPPLIES LTD. 


2 DRAPERS GARDENS - LONDON " E.C.2 
"Phone: NATional 7391. Cables : THOKANE, London. 





When answering advertisements kindly mention MACHINERY. 
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nave wo WME 158 


your Toolroom’s most 


VERSATILE Machine 


DO New Jig Boring Head 


Precision head, running in extra wide ways, 
equipped with three power feeds, 7” power 
operated slide movement complete with dial 
gauge and slip gauge holder, 12 spindle speeds 
available through machine, 360° swivel. 


2 New Table 


Universal swivelling and tilt- 
ing compound table with large 
clamping area. Heavy rigid 
construction and fitted with 
hardened and ground lead 
screws, §” cross movement. 


All these new attachments 
can be fitted to any one of 
the hundreds of Thiel 158 
Machines already in the field. 


Ms) Ed now Spiral Milting Attachment 


Ideal for manufacturing cylindrical or conica) reamers, 
milling cutters as well as worms and a host of other 
parts. 


pee for further particulars write or telephone TODAY 
| RO C KWE Li fp) WELSH HARP, EDGWARE RO., LONDON, W.W.2. TEL: GLADSTONE 0033 
AT BIRMINGHAM —TEL: SPRINGFIELD 1134/5 - STOCKPORT—TEL: STOCKPORT 5241 - GLASGOW—TEL: MERRYLEE 2822 


When answering advertisements kindly mention MACHINERY. . 
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Tikes 


BRITISH-BUILT 


MULTI-SLIDE 


MACHINES 


_~ 


offer new opportunities 


Lae se oe fh Co 
) ae 


= > 
: ° a. 
-@. ° - 


automatically and cheaply! 


Most stampings, from simple brackets to intricate 
parts, which previously required operations on several 
presses, each with its own operator, can now be 
produced automatically with great accuracy, at 
high speed, on ONE British-Built U.S. Multi-Slide 
Machine. If you use a number of presses to produce 
stampings or if you use progression tools for parts 
made from coiled material up to 34” wide, here are 
reasons why we are almost certain to be able to send 
you a most interesting proposal. 

1. The extreme accuracy of the feed employed and the 
fact that bending tools can be adjusted independently 


ROCKWELL 


makes it much easier to obtain a high quality part. 
2. Sturdy construction of machine and its attach- 
ments as well as instantaneous braking through 
monitoring devices, increase tool life and reduce risk 
of tool breakages. 

3. Material is saved because no extra material width 
is usually required either for piloting or side-cropping. 
The developed blank is in continuous strip, not held 
in a material webbing which becomes scrap. Material 
savings up to 25 per cent. are possible. In some cases 
production can be doubled by making two com- 
ponents from one strip. 


For further particulars write or telephone TODAY 


WELSH HARP, EDGWARE RD., LONDON, N.W.2. TEL: GLADSTONE 0033 


AT BIRMINGHAM —TEL: SPRINGFIELD 1134/5 - STOCKPORT—TEL: STOGKPORT 5241 - GLASGOW—TEL: MERRYLEE 2822 
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This illustration shows the Maximatic Automatic 
Multi-Tool Lathe turning axle swivel forgings, 
requiring several diameters, and facing. 

Once set, a single lever operates the machine 
for each cycle, and high-output, accurate 
production is only a matter of load and unload. 
Adaptability in the setting of the cross-slides 
to a large extent governs the usefulness of a 
machine of this type and the Maximatic scores 
heavily in this respect. Each cross-slide is 
independently operated by flat former plates, 


MACHINERY 


MAXIMATIC 


igh-output production 


so that adjustment to new jobs can be made 
easily, and by suitable setting of cams in the 
feed box a variety of movements can be 
obtained. 

Maximatics are available in a range for work 
up to Ilin. centre height by 78in. between 
centres. Write today for full details. 


WILLIAM ASQUITH{LTD. 


HALIFAX - ENGLAND 


Sales & Service for... DRUM MOND-ASQUITH « « « the British Isles 





DRUMMOND-ASQUITH 





(SALES) LTD., KING EDWARD HOUSE, NEW ST., BIRMINGHAM 


"Phone: Midland 3431 (7 lines) "Grams: Maxishape,B'ham. Also at LONDON: Phone: Trafalgar 7224 (Slines) and GLASGOW: ‘Phone: Central 0922 
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** SEEGER CIRCLIPS ... easy to fit and 360° safe! ” 


One of the Sheepbridge Engineering Group. 
Automotive Engineering Limited The Green, Twickenham, Middlesex. 


Telephone: Popesgrove 2206/9. Telegrams: Motif, Twickenham. 


When answering advertisements kindly mention MACHINERY. 
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fractional horse-power 
in industry... 


whatever the load, wherever the duty, ‘ENGLISH ELectric’ f.h.p. motors will take 
it in their stride and deal with it quickly, efficiently and economically. These 
sturdy motors are built to take on the ‘donkey-work’. There is the right f.h.p. 
motor for your job in the “ENGLISH ELEcTRIC’ range from 1/20th h.p. upwards. 
Details of the full range will be sent on request. 


ENGLISH ELECTRIC 
fh.p. motors 


THe ENGLISH ELECTRIC Company Limitep, ; Marconi House, Strano, Lonpon, W.C.2 
F.H.P. Motors Department, Bradford 


WORKS: STAFFORD bs PRESTON 


RUGBY ~ BRADFORD 
FHP 38F7 


LIVERPOOL ° ACCRINGTON 


When answering advertisements kindly mention MACHINERY. 
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gtinding 


coscte... 


Prolonged tool and cutter life, 
and better quality finishing 
are yours with the Union Tool 
and Cutter Grinder. 


me || alol'ts 


CUTTER GRINDER COMPLETE WITH 
CABINET BASE 


Send for fully detailed leaflet TODAY. 














PAYS OFF IN TOOL SAVINGS 


T. S. HARRISON & SONS LIMITED HECKMONDWIKE YORKSHIRE 


When answering advertisements kindly mention MACHINERY. 
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Introducing the 


SYNTRON EB.00 

















The EB.00 is the newest and smallest feeder in 
the Syntron Bowl Feeder range, being only 6 in. 
in diameter and 6} in. high. It is supplied witha 
quick release bowl, clockwise or anti-clockwise 
discharge and easy-to-operate controller. This 
compact unit and the other Syntron Bowl 
Feeders in the range provide the orientated 
feeding of small parts one at a time. 


SYNTR 0 i KEEPS THINGS MOVING 


FULL DETAILS AVAILABLE ON REQUEST 


RILEY (IC) PRODUCTS LIMITED - ONE OF THE INTERNATIONAL COMBUSTION GROUP OF COMPANIES 
NINETEEN WOBURN PLACE, LONDON, W.C.1. TELEPHONE: TERMINUS 2622 


When answering advertisements kindly mention MACHINERY. 
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The 


AB 
Bnciwe® =—6 116 127-6 ¢ 
Cycle times—secs. ... 2-4-129 
Spindle speeds—r.p.m. 247-330 


VasS Bi'=mG 23°—6 3 
39-337 43-337 43-300 7-602 
132-2,000 132-1,667 126-1368 111-1,302 


—4 
71-922 8-3-924 
70-1,004 60-786 


6;'-6 
KANG Cycle times—secs. ... 43-337 


4-3-300 7-859 
cv Spindle speeds—r.p.m. 132-1,667 


71-922 13-8-1,315 
104-1,129 78-1,302 
cuit ES 

wf ' : 


77-1,004 43-554 


1. and of corde — x0 cams to change,/ 
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Automatic choi¢ 


for continuous or 
batch production 


Repetition production economics 
frequently hinge upon the selection 
of a machine size and type just 
right for the job. 


The Wickman range of automatics 
incorporating bar machines up to 
33” capacity and chucking machines 
up to 9” capacity make the selection 
of the right machine comparatively 
easy. 
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Milling sircratt 
spar booms at 
5,300 ## per min 





GALTONA O.K. special two-bladed 
carbide tipped cutters are illustrated 
machining light alloy aircraft main 
spars from the solid at a cutting speed 
of 5,300 ft. per minute. Four cutters 
operate simultaneously and metal 
removed by each cutter is 1 in. by 1 fin. 
at a feed of 12in. per minute. 


GALTONA O.K. standard and special 


cutters are available in all types for 
machining a wide variety of materials, 
and our Tool Engineers will always 
be pleased to make recommenda- 
tions on request for cutters to suit 
individual needs, without obligation. 


* 


GALTON HOUSE, ELM FIELD AVENUE, TYBURN, BIRMINGHAM, 24 


Telephone: Ashfield 1801, Telegrams “Cogs, Birmingham” 


NORTHERN AREA OFFICE : 


A. V. Green,'Britannia House, Wellington Street, Leeds, |. Phone: Leeds 21212. 


LONDON AREA OFFICE : 


A. J. Percy, 240, Romford Road, Forest Gate, London, E.7. Phone: MARyland 2564. 


NORTHERN IRELAND : Garage & Engineering Supplies Ltd., 78 Great Victoria Street, Belfast. 
SCOTLAND : 


Stuart & Houston, 5 York Street, Glasgow, C.2, 
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In a conventional inboard installa- 
tion (above), the engine must be 
mounted in the centre of the boat 
with a direct drive to the pro- 
peller. Mounting the engine in 
the rear of the boat (below) 
greatly increases cabin space and 
hold capacity. Gleason engineers 
assisted the Marine Engine Manu- 
facturers in the development of 
the V-drive. 




















Take, for example, this marine V- 
drive. The use of spiral bevel gears 
permitted a design which released 
more usable space in the boat, 
improved balance, and _ simplified 
installation. 


This is just one instance of the added 
flexibility of product design made 
possible with angular power trans- 
mission. 

HEAD OFFICE : 
WHITECHAPEL ROAD, LONDON, €.! 


BRANCHES : 


BIRMINGHAM ~*~ GLASGCW 
LEEDS © MANCHESTER 


MACHINERY 


Angular power transmission 


can 


Faster production and lower costs 
will also result from using this 
type of transmission. 


If you have a design application for 
bevel or hypoid gears, our Gear 
Development Department, with 
its well equipped shops and 
trained personnel, is ready to 
help you realise every advantage 


improve your product, too 


possible. Design and production 
recommendations for your angular 
drive are offered without obliga- 
tion. 


If you would like to discuss this, 
or any other bevel gear applica- 
tion with a Gleason Engineer, 
please contact us. 


GLEASON WORKS 


Builders of bevel gear machinery for over 90 years 


Sole Agents in United Kingdom 


BUCK & HICKMAN LTD. 


OTTERSPOOL WAY 


WATFORD BY-PASS 


HERTS. 


TELEPHONE: WATFORD 6681 


When answering advertisements kindly mention MACHINERY. 
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FILTERS 


These filters incorporate the Purolator 
precision-wound metal element which 
presents a series of knife-edged orifices to 

the incoming fluid. This ensures that all 
arrested contaminant remains on the 

outer surface of the element so that it can 
easily be cleaned off. The type shown here 

is fitted with a mechanical cleaning device 
which will remove dirt from the element 
whilst it is actually working. HAND WHEEL 
A range of sizes — oe 
from 3” to 2” B.S.P. 
is available and 
element spacings «ml 
from -002” a 
to 020” can 
be provided. 











CLEANING 
BLADE 








METAL 
—— ELEMENT 


Regd. Trade Mark: Purolator 


AUTOMOTIVE PRODUCTS COMPANY LIMITED 
LEAMINGTON SPA, WARWICKSHIRE, ENGLAND 
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POLISHING LATHES 
AND 
POLISHING SHOP 
REQUIREMENTS 


PRoDUCT oF THE MOB GcRoUP OF COMPANIES 
HEAD OFFICE 


B. O. MORRIS LIMITED, BRITON ROAD, COVENTRY. TEL: 5081 
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interchangeability . . . 


of gauging heads obtained by simple quick- 


release gauge plug adaptor... . “0001 wach 






















pp 

AIR PLUG GAUGES 

ior 
INTERNAL DIAMETERS 
GAP GAUGES 

ior 
OUTSIDE DIAMETERS 

AIR RINGS 






or 
OUTSIDE DIAMETERS MECHANICAL 
PROBES for 
FIXTURE 
SET-UPS and 
ILLUSTRATED TECHNICAL COMPARATOR 
CATALOGUE ON REQUEST WORK 





M.1, AIR COMPARATOR 


for 
COMPARATOR REFERENCE WORK and 
for METROLOGY 
WORKSHOP INSPECTION INSPECTION 


THE MERCER AIR GAUGE SYSTEM IS WORKSHOP AIR 
UNCOMMONLY VERSATILE IN APPLICA- 
TION USING DIFFERENT GAUGING HEADS. 


MERCER 





AIR GAUGE THOMAS MERCER (AIR-GAUGES) LTD. 











ST. ALBANS . HERTS ENGLAND ' ST. ALBANS 55313 
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Caliper type brake 

Our own design giving excellent 

performance under severest conditions. 

Top and bottom ejectors 

air operated, adjustable to suit all requirements. 
Operation of air ejectors 

can be limited to every second or third 

stroke as required. 


Calibrated table adjustment 


ensures accurate die setting. 


a 


The Lamberton Press produces 
accurate forgings at high speed under 
rigorous production conditions, 

and requires minimum maintenance 
for safe, reliable operation. 


Write for details to:— 


EUMUCO (England) Ltd 


12 GREAT PORTLAND STREET, LONDON, W.!. ‘rerepHone: museum 2586/7 
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CONVEYOR PROBLEMS ? 


Then get Goodyear, 
the world’s most economical, 
most widely used belts 


Whatever materials you convey there is a 

Goodyear Conveyor Belt that is made to do the job- 
at the lowest cost per ton. These are the features 
essential for dependable, long life belt service - 

the features you get when you buy Goodyear. 


1. PROPER TROUGHING that ensures correct idler contact. 


2. MILDEW-INHIBITED Construction prevents mildew rot 
that can ruin belts. 


3. LONGEST COVER LiFe that comes from use of tough, 
highest quality covers that ensure maximum resistance 
to abrasion and stripping. 


4. HIGH FLEX-LIFE - greater flex-life because of skim 
coating between plies with highest quality friction rubber. 


Remember that Goodyear technicians are always avail- 
able to ensure that you get the right belt for the job and 
will advise on installation and maintenance. 


Write now for further information to the Goodyear Tyre 
& Rubber Company (G.B.) Ltd., Industrial Rubber 
Division, Wolverhampton. 


GOODFYEAR 


INDUSTRIAL RUBBER PRODUCTS 





CONVEYOR BELTING * TRANSMISSION BELTING * V-BELTS * FENDERS * HOSE 
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Same again please 


An operator using one Norton Bll Wheel for a high speed fettling job, and then 
another, is more than pleased when he finds the second one is virtually the same 
again. He finds there is the same consistent behaviour throughout the life of both 
wheels, the same faster cutting rate and that improved “‘built in”’’ balance which 

minimises vibration and wheel bounce, reduces operator fatigue, increases wheel life and lowers grinding costs. 
This superior performance arises from the Bli Bond which Norton have developed and from the advanced 
manufacturing technique now being employed. From the operator’s point of view Norton Bll Wheels make his 
job easier and give him an opportunity to achieve even greater output and better workmanship; from the point 
of view of management they enable costs to be determined with much greater accuracy and promote lower 
grinding costs. 

A simple change to Norton Bll Wheels for high speed fettling bring all these gains—see your Norton or Alfred 
Herbert Representative or write to us at Welwyn Garden City. 


NORTON Bil WHEELS FOR HIGH SPEED FETTLING! 


NORTON GRINDING WHEEL CO. LTD. geppeewupeerpee: 
WELWYN GARDEN CITY, HERTS. Telephone: WELWYN GARDEN 4501 (10 lines) 
Enquiries also to: ALFRED HERBERT LTD., COVENTRY 


NORTON and BEHR-MANNING factories also in Argentina, Australia, Brazil, 
Canada, France, Germany, Italy, Northern Ireland, South Africa, and U.S.A. 


NGweti/i34 
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COPY-TURNING THE TURBULENCE FAEE OF 
QIESEL ENGINE PISTONS hie ‘44 


BLACKETONE & C0.LTO., 


STAMFORD. 
16 ins. £0 40ins. $WING 
HEAVY DUTY LATHES from 


DENHAM’S ENGINEERING CO., LTD., HALIFAX, ENG. 
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modern shipbuilding equipment by 
WWILAGRILSER 














OF DORTMUND 





oe eee 





SHIP & MARINE ENGINE 
BUILDING MACHINES 


SHIP PLATE BENDING MACHINES 
with or without pre-bending. 


HYDRAULIC BENDING MACHINES 
from 160 tons. 


THREE-ROLL BENDING MACHINES 
with or without pre-bending. 


FOUR-ROLL BENDING MACHINES 
for plates from #Rin. thick. 


SHIP RIB BENDING MACHINES 
for sections up to |6in. deep. 


ROLLER SECTION BENDING MACHINES 
with or without pre-bending. 


Please let us demonstrate to you. 





eee: 


PLATE STRAIGHTENING MACHINES 
for plates from 3 in. thick. 


DOUBLE STANDARD PLATE SHEARS 
for plates from 23in. thick. 


CIRCULAR CUTTER SHEARS 
for plates from 33in. thick. 


CIRCULAR CUTTER TRIMMING SHEARS 
for trimming both sides and slitting plates from gfin. 
thick. 


ROLL SHEARS 
also with planing attachment for plates @3in. thick. 


PLATE EDGE PLANING MACHINES 
with rack or screw drive, cutting power from |-2 tons. 


PUNCHING MACHINES 
from 160 tons. 


LEVER PUNCHING MACHINES AND SHEARS 
single and combined, from |60 tons. 


WATER HYDRAULIC AND OIL HYDRAULIC 
SHIPBUILDING PRESSES 
from 160 tons. 


OIL HYDRAULIC STRAIGHTENING AND 
BENDING PRESSES 
from 125 tons. 


MECHANICAL STRAIGHTENING AND 
BENDING PRESSES 
from 200 tons. 


HYDRAULIC PRESS BRAKES 
from 160 tons. 


MECHANICAL PRESS BRAKES 
from 206 tons. 


SINGLE STANDARD ECCENTRIC PRESSES 
single and double sided from 200 tons. 


DOUBLE STANDARD CRANK PRESSES 
from 200 tons. 


JOGGLING AND FLANGING PRESSES 
from 200 tons. 


HYDRAULIC RAPID FORGING PRESSES 


NO NG TU oicsn sno rncunaric nannens 


ASSOCIATES LIMITED 








4 QUEEN STREET - CURZON STREET - LONDON + W.! Tel: GROsvenor 8362 
Midland Office ond Demonstration Room: WILFORD CRESCENT - NOTTINGHAM Tel: NOTT se008 
When answering advertisements kindly mention MACHINERY. 
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Manufacturers of machine tools are 
half way there when they start with 
mechanical tubing. In either large 
or small diameter, in various sizes, 
lengths and finishes our mechanical 
tubing can, in most cases, be des- 
patched to you IMMEDIATELY. 


«with —_ : 
Markland Scowcroft Mlel petleltt—t 


MECHANICAL TUBING 


The use of mechanical tubing saves time, 
labour and materials especially in the manu- 
facture of rollers and ring-shaped machine 
parts. Write, phone or call for full particulars 


MARKLAND SCOWCROFT LIMITED 
Cox Green Works, Bromley Cross, Nr. Bolton 
Telephone EAGLEY 600 (5 limes) mr 
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For all heavy duty limit switch applications, particularly 
those to withstand conditions of extreme severity, 

there is a suitable B.S.A. ACME SNAP-LOCK of either 
water, oil, and dust proof, or flameproof versions. 

The superiority of this switch is due largely to the 
simplicity but ruggedness of its mechanical and electrical 
units contained in separate compartments within a robust 
housing. Unique Snap-Lock design ensures self-wiping 
quick make and break, positive contact, maximum 
resistance to wear, and accurate repetitive tripping. 


NEUTRAL POSITION 


These limit switches are available in Neutral Position 
versions. Spring-loaded devices return the operating lever 
to the centr4l (neutral) position. One or both of the springs 
are removable for various circuit arrangements. A third 
spring is supplied for converting to one normally made and 
one normally broken circuit. 






MADE UNDER LICENCE FROM 
NATIONAL ACME CO. U.S.A. 








B.S.A. TOOLS LTD. BIRMINGHAM.33.ENGLAND 
Sole Agents Gt. Britain : 

BURTON GRIFFITHS & CO. LTD. 

Snap-Lock Division : 93 Albert Embankment, London, S.E.i! 
Phone: RELIANCE 389! 

Ad. No. 431 


Ta switch 


sme tare hc CONAN 
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~ STANDARD 


FLAMEPROOF 


oe AR 
: 


STANDARD 

Single pole, double break, double throw, operates with either circuit 
normally open with other closed, or maintaining in either position, or 
available with central neutral position. Heavy die-cast case. Water, 
oil and dust proof. Conduit 2” in. B.S., or No. 3 Admiralty Pattern 
Cable gland entry. Two-screw side mounting or backplate mounting 
in two styles, or Tandem style (back to back mounting). Operating 
lever position adjustable in 7.5 deg. increments through 82.5 deg. 
either way from normal. 


FLAMEPROOF 

Buxton certificates No. 3574 (Group !) No. 3575 (Groups I! and Iii 
gases). Meehanite iron castings. Self wiping solid silver contacts. 
interchangeable plugs and sockets. Internal mechanism removable as a 
unit for servicing. Single SWA cable entry (standard); double 
entry if required. Operating lever position adjustable in 7.5 deg. 
increments through 360 deg. Single pole, double break, having one 
normally closed and one normally open circuit. Availabie with central 
neutral position. 
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A new 8'x 3 guillotine 


from Keetons 





We have designed a new Guillotine Shear 
in order to meet the present day demands of 
industry for first class Machine Tools at low prices. 
This Guillotine now in production, is illustrated above. 
Modern plant installed in our new factory, 
together with efficient production methods and good design, enable us to 
offer you a superlative shear at a considerably reduced price. 
Exhaustive tests have proved its outstanding performance in reliability 
and ease of operation. Sheets up to the full capacity of the shear are 
cleanly cut to accurate limits normally associated with shears 
of much higher price. Write for full descriptive leaflet 
today. Stocked and supplied by leading 
machine tool merchants. 


When answering advertisements kindly mention MACHINERY. 
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THE BRITISH NO Gm 


An ultra-modern precision grinder presenting Vy E » T | t- A L 


a large working surface and of very robust 


and rigid construction, with 
e@ A High Rate of Stock Removal % GRINDING 


e@ Sensitive Controls 


@ Hydraulic Feed { | : MACHINE 


VG 2 30x12 





working surface, length x width 
longitudinal traverse . 

table speed ase at ta 6A 
admits between table and wheel 





vertical movement of whcelhead 

speed of wheel . . . 

peripheral speed of wheel 

diameter of wheel eae Porta Ce paths) 
movement of head per revolution of handwheel . 








Write for full particulars to — 
BRITISH NORTHROP LIMITED - BLACKBURN ENGLAND 


BN 27 
When answering advertisements kindly mention MACHINERY. 
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PROBLEM FOR FERODO 


15 miles of unsupported cable! 











Ferodo Friction Linings were selected, after extensive tests, for 

4 weeks’ severe retardation braking on the pay out gear of H.M.T.s. 
Monarch. She crossed 2,200 miles of the Pacific, from San Francisco 

to Honolulu, laying two repeatered telephone cables—sometimes to 

a depth of three nautical miles, the deepest ever laid. 

Long before this voyage, the manufacturers and designersof *Monarch’s” 


cable engines and gear knew the existing brakes would be unable €™ 
to take the increased strain expected in the Pacific. So they called in 
Ferodo for technical advice on choosing the ideal friction material. 


* Ferodo welcome your friction problems 


FERODO <3 


wR SS OO 


FERODO LIMITED +« CHAPEL-EN-LE-FRITH A Member of the Turner d& Newall Organisation 
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Your problem of chipbreaker 
grinding can be solved by the 
combination of the Neven diamond 
impregnated chipbreaker wheel 
used in conjunction with the 
G.F.3 Mark IT Universal Cutting 
and Too! Grinding Machine. 

The G.F.3 machine can also be 
supplied with an automatic 
traverse and we will be pleased to 
arrange a practical de nonstration 
of this equipment. 


SOLE AGENTS FOR NEVEN TOOLS 
FOR TUNGSTEN CARBIDE 
APPLICATIONS IN THE UNITED 
KINGDOM, MESSRS. WICKMAN 
LIMITED OF COVENTRY: 


IMPREGNATED DIAMOND PRODUCTS LTD 
OF GLOUCESTER - ENGLAND 
TELEPHONE 21164 (3 LINES) - TELEGRAMS IMPREG GLOUCESTER 


When answering advertisements kindly mention MACHINERY 
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ALL VICTORIA VICES 
ARE GUARANTEED 
AGAINST BREAKAGE 


a: SELF CENTERING SHAFT VICE 


4tin. width of jaws. Round bar capacity, din.— 
34in. dia. Bases accurately machined at 90° to 


each other. 
e ALL STEEL UNBREAKABLE MACHINE VICE 

34in., 44in. or 6in. width of jaws. Plain or swivel 
base models. Precision ground jaws. 

HEAVY DUTY MACHINE VICE 
Tiin., 94in., 1Ohin. or Il 4in. width of jaws. Hard- 
ened and precision ground jaws. 

SEMI STEEL MACHINE TOOL VICE 
3in., 44in., or 6in. width of jaws. Two 6in, 
models either 5in. or 64in. opening. All sizes 
available with either plain or swivel base. New 
design eliminates use of dovetails and provides 
clear flat supporting area between the jaws 


OBTAINABLE FROM LEADING ENGINEERING TOOL MERCHANTS 


When answering advertisements kindly mention MACHINERY 
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Now there are 
4 new SURFORMS 


June 27, 1958 


FINE-CUT FILE 
No. 102 


This SURFORM file has 
been developed specially 
for mild steel and other 
tough materials. The 
cutting principle is the 
same, but the teeth are set 
at a different cutting angle, 
giving a clean cut anda 
smooth finish. Price 12/6. 
Replacement blades 

(No. 506) 3/6. 





CONVEX PLANE No. 105 


Although developed for 

the car-body repair trade and 
for spot-trimming, this fine 
cut convex SURFORM 

is very fast and 

efficient on wood 

too and is recom- 

mended for the 

furniture and 

cabinet making : 
industry. Price 17/6. 
Replacement blades 

(No. 506) 3/6. 


BLOCK PLANE No. 111 


This fine cut tool is for quick, 

one-handed smoothing of edges and 7 
small surface areas on a wide aia y 
variety of materials. 

You will find scores 

of uses for it round 

your workshops. Price 10/-. 

Replacement blades (No. 520) 2/9 


POOSOES Se CEOTOEEEEOOOOOOEE SOO E EEE ES SERS OEOEEOESSOS SESE SEEEOEEESTESOCOTOSOOS SEER ESOS 
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HALF ROUND 
FILE No. 103 


Here’s another tool for 

which we've had plenty 

of requests. It gives first 

class results on concave 
surfaces and will serve 

many trades. Price 13/-. 
Replacement blades (No. 507) 4/3. 


The Universal to0€ wich, Henahredts of, des / 


SURFORM 


The above tools are supplementary to the original SURFORM plane and file, which 
remain the ideal all-purpose cutting and finishing tools for every industry. Plane type 
(No.107) 17/G. File type (No.101) 12/6. Replacement blades (No.505) 3/6. 


SURFORM blades (an invention of Firth Brown Tools Ltd.) are 
made from hardened and tempered Sheffield tool steel—they give 
controlled depth of cut and never clog with waste material. 


(RC) A preduct of SIMMONDS AEROCESSORIES LIMITED, Treforest, Glamorgan. 


A MEMBER OF THE 


FIRTH CLEVELAND GROUP 


When answering advertisements kindly mention MACHINERY. 
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\ DRUM LATHE 


Built with traditional O & S quality and workmanship and 
embodying the latest advancements in Drum Lathe design. 


The O & S Drum Lathe incorporates all these features : 


Up to 6’ swing over saddle ° 
Up to 25’ between centres . 
12 spindle speeds © 
Large hollow spindle 

Spindle bearings PB or Taper 
Roller 

32 enclosed change feed and 
screw-cutting box 


Write for full particulars 


Long lead cutting gear 

Quick power motion to saddle 
Power feed to compound top 
slide if required 

Power feed to loose headstock 
if required 

30 or 35 h.p. motor drive 


When answering advertisements kindly mention MACHINERY. 
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MACHINE TOOL DIRECTORY 





When answering a 


DRUMMOND-ASQUITH 


mention MACHINERY. 


“kindly 


dvertisements 
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Oil-Hydraulic Planing Wacken 


A range of Openside and Double Column Planers, 
with yt ioe 00 table operation and feed 
mechanism, is available for pistes widths from 
24in. up to '26in. for all usual planing lengths. 
Attachments are available aig copy planing 
longitudinally and at right angles to the table 
length. Milling and Boring Heads can also be 
suf plied and grinding ecadimentts can be fitted. 


Write for details of the Waidrich range. 


sia PP 3 


Sales & Service for... DRUMMOND-ASOQUITH . +. the British Isles 


DRUMMOND-ASQUITH (SALES) LTO., KING EDWARD HOUSE, NEW ST., BIRMINGHAM) 
| ‘Phone: Midland 343! (7 lines) "Groms: Maxishape, B'ham Also at LONDON Phone: Trafalgar 7224 {5 lines) ond GLASGOW: "Phone Central 09: 


When answering advertisements kindly mention MACHINERY. 
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Ouky = kK Bean offer such 


a wide selection of British made bearings 


Illustrated on the left is the SfCr 
cylindrical roller bearing, one of the ten variants 
of the four basic types of rolling bearing manu- 
factured in Great Britain by The Skefko Ball 
Kearing Co. Ltd. The cylindrical roller bearing 
has a low coefficient of friction and is therefore 
suitable for shafts operating at high speeds. 
Because of its high radial carrying capacity it is 
extensively used in electric motors, gearboxes 
and similar applications. 

Behind every S\UCiP bearing lies unrivalled 
experience in the design and application of rolling 
bearings all sver the world. This experience is at 
your disposal from any one of Skefko’s twenty 
Branch Offices, situated at strategic points all 
over the British Isles. 


Bearing housing for an electric motor, incorporating 


@ cylindrical roller bearing and a grease valv~. 


THE SKEFKO BALL BEARING COMPANY LIMITED LUTON ~° BEDS 
THE ONLY BRITISH MANUFACTURER OF ALL FOUR BASIC BEARING TYPES: 
BALL, CYLINDRICAL ROLLER, TAPER ROLLER AND SPHERICAL ROLLER 


G 170 











MACHINERY is registered as a newspaper 
at the General Post Office and the name is a 
registered trade mark 
Published every Friday by 
The Machinery Publishing Co., Ltd. 

The Machinery Publishing Company, 
Limited, 1958. All rights of reproduction 
and translation reserved by the publishers 
by virtue of the Universal Copyright and 
International Copyright (Brussels and Berne) 
Co i and thr the World 
Price 1/3 
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Managing Director 


CHARLES H. BURDER 
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° 
EDITORIAL OFFICE 


REGISTERED OFFICE, SMALL AND CLASSIFIED 


AOVERTISEMENTS DEPARTMENT AND ENQUIRY BUREAU 


CLIFTON HOUSE 
83-117 EUSTON ROAD 
LONDON, N.W.1. 


Telephone: Euston 8441/2 
Telegrams: Machtool, Norwest, London 


HEAD OFFICE 


SUBSCRIPTION, ADVERTISEMENT, SERVICE, 
PHOTOGRAPHIC, ACCOUNTS AND BOOK DEPARTMENTS 


NATIONAL HOUSE 
21 WEST STREET 
BRIGHTON, | 


Telephone : as Telegrams 


Brighton 27356 Machtool, 
(3 lines) Brighton 


NEW YORK: 
93, Worth Street 


PARIS : 
15, Rue Bleue 


CONTRIBUTIONS :—If you know of a more 
efficient way of designing a tool, gauge, fix- 
ture, or mechanism, machining, or forming a 
metal component, heat treating, plating or 
enamelling, handling parts or material, build- 
ing up an assembly, or utilising supplies, 
send it to the Editor. 

hort ¢ upon published articles and 
letters on subjects concerning the metal 
working industries are particularly welcome. 
Payment will be made for exclusive articles. 
SUBSCRIPTIONS:—iniland and overseas, 
52 shillings per annum, post free. Cheques 
and Money Orders should be made payable 
to the Machinery Publishing Co., Led. 
ADVERTISEMENTS:—Copy for displayed 
advertisements, if proofs are required, should 
reach the Brighton office 2! days in advance 
of publication. Rates on request. 

Small (classified) advertisements can be 
accepted, space permitting, at the London 
office up to Saturday morning for publication 
on the following Friday. For rates, see 
p. 152, z 
Blocks are held at advertisers’ own risk ; 
no responsibility for loss is accepted by the 
publishers. 

MANUSCRIPTS FOR BOOKS covering all 
branches of engineering production will re- 
ceive careful consideration and should be sent 
to the Manager, Book Dept., MACHINERY, 
National House, 21 West St., Brighton. |. 
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11,500 per week 
11,376 per week 


10,566 per week 


Editorial 


Electrical Machining 


Principal Articles (For Abstracts see next page) 


The Production of Calculating and Ticket-issuing Machines.. 1492 
Employment of the Blind in Industry 

Superston Bronze 

Additions to the Range of Keighley Grinders 

The Analysis of Hobbing Machine Periodic Error Diagrams 1513 
Round Olympia with a Camera 

Some Examples of Plastics Tooling 


Short Articles 


Smiths Size 7 Motor 
Hunter Universal Truck for Dies 
Machining Both Sides of a Component on a Wickman Chuck- 


ing Automatic 
Die Casting Supplement 


Work Transfer Methods in Die Casting Production 


News of the Industry 


Manchester and District 

Yorkshire 

The Zeiss Ultraphot Type 2 Automatic Camera Microscope 
Classified Advertisements 

Index to Advertisers 





Comer’ OF SALE AND SUPPLY.—MACHINERY is sold subject to the following 
co tions: 

That it shall not, without the written of the publishers first given, be lent, resold, 
hired out or otherwise disposed of by way of trade except at the full recail price of is. 3d. 
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In the manufacture of their wide range of products, 
which includes calculating and ticket issuing machines, 
totalisator equipment, taximeters and aircraft instru- 
ments, the Bell Punch Co., Ltd., Uxbridge, pay 
marked attention to the maintenance of high standards 
of accuracy and surface finish. Various grinding 
techniques are adopted, and on small pressings, 
known as drive pawls, a flat and a radius are ground 
in a precise relationship to each other and to a pivot 
hole. Parts are ground four at a time with a Dia- 
formed wheel, and are checked in a special fixture 
that incorporates a dial indicator. Small cams are 
ground with the aid of a special attachment, with 
the stack of workpieces mounted on a mandrel. 
The mandrel is held between centres on a swinging 
platform, which is oscillated by means of a master 
cam, in phase with the rotation of the work. Form 
grinding with a crushed wheel is extensively employed, 
aud a specially-equipped machine has been installed. 
Two crushing rolls are used alternatively, one for 
rough-forming and the other for finish-forming, the 
wheel, the roughing roll being trued with the freshly 
formed wheel, and used subsequently for finish 
forming. Certain profiles are generated by special 
cutters on a gear-shaping machine, and for cutting 
slots in small gears the company have tooled-up and 
developed an indexing-table machine, with automatic 
work-ejection arrangements. (MACHINERY, 92/1492— 
27/6/58.) 


Employment of the Blind in Industry P. 1501 


Since the second world war, when the labour shortage 
provided new opportunities and incentives for the 
employment of the blind in industry, there has been 
considerable progress in this field, due largely to 
the efforts of the Royal National Institute for the 
Blind, and the Ministry of Labour and National 
Service training centre at Letchworth. To their 
efforts may be attributed the growing realization 
among employers, that, in selected occupations for 
which they have been suitably trained, the blind are 
able to maintain the full industrial standards of 
productive efficiency on terms of complete equality 
with the sighted. Among the attributes of the blind 
worker are great powers of concentration; freedom 
from visual distractions; high working morale; 
highly-developed sense of touch and ‘ ‘ spatial per- 
ception”; self-dependence; low accident-rate; and 
the habit of deliberate, methodical movement, well 
suited to working on time-study principles. Suitable 
subjects are given a rehabilitation course at two 
R.N.1.B. centres, followed by industrial training at 
the Letchworth centre. At the latter, instruction is 
given in machine work, inspection, and assembly, 
under normal factory conditions, including stipulated 
rates of output. Placement of the trained operator 
is effected through the Employment Service of the 
R.N.LB., and their employment and training officers. 
4 MACHINERY, 27/6/58.) 


Superston bronzes are now being made by J. Stone 
& Co. (Charlton), Ltd., with a range of compositions 
which provide properties suitable for a diversity of 
applications. It is claimed that all these bronzes 
have casting characteristics which permit savings in 
weight, cost, and machining time. Recommendations 
for machining are included, and reference is made 
to the plastic working and corrosion resistant proper- 
ties of the alloys. Superston-40, which can be 
hardened to 350 Brinell, may be employed for the 
production of non-sparking hand tools. (MACHINERY, 
92—27/6/58.) 


The Analysis of Hobbing Machine Periodic 
BN BID pov csicncnnecesvnnssessicen P. 1513 


The procedure for recording those periodic errors in 
table motion which are likely to produce inaccuracies 
in gears cut on hobbing machines is first briefly out- 
lined. It is then pointed out that errors in the worm- 
shaft-to-table motion may be due to the wormshaft 
locating faces, the worm itself, the worm-wheel itself, 
and the worm-wheel shaft location, whereas many 
additional elements are involved in the hobshaft-to- 
table motion. Make-up of the error graphs is next 
discussed, and separate sections are then devoted to 
the interpretation of the wormshaft and hobshaft 
error graphs. (MACHINERY, 92—27/6/58.) 


Work Transfer Methods in Die Casting 
SIND occurs tpchisce lavenigthtobapicess P. 1521 


Various arrangements for the transport of work 
from die casting machines for subsequent processing 
are first discussed and the desirability of provision 
for storage is explained. With such a system, casting 
can proceed independently of the secondary opera- 
tions, for which the cycle time is substantially less. 
A separate conveyor may be provided for each 
casting machine and processing line, or there may be 
one main conveyor with provision for switching the 
various castings to separate storage conveyors. The 
allied subject of removing castings from machines is 
next considered, and various transfer arrangements 
are discussed. In this connection sequences are 
described which involve manual removal of the 
casting from a transfer plate, automatic discharge into 
a chute, and automatic delivery on to a conveyor. 
After reference to insert loaders, it is then explained 
how such units may also be employed for work 
unloading in suitable instances. (MACHINERY, 92— 
27/6/58.) 





IN FORTHCOMING ISSUES 
Aspects of Russian engineering industry—Production 
of titanium rings from extruded sections—Practical 
examples of the application of Ceroc sintered ceramic 
cutting tools—Factors affecting performance in 
cylindrical grinding. 








JUNE 27, 1958 


MACHINERY 


VOLUME 92 


Electrical Machining 


Although certain electrical processes of metal 
removal are now well established and have proved 
their value in particular applications, wider accep- 
tance by users and further developments by the 
suppliers of equipment will be necessary if the 
potentialities of these methods are to be fully 
exploited. For example, it was pointed out by 
Mr. D. W. Rudorff, during the course of a paper 
presented at the Conference on Technology of 
Engineering Manufacture organized by the Insti- 
tution of Mechanical Engineers, that whereas 
erosion may be achieved either by intermittent arc 
discharge or by spark discharge, considerable 
advantages would result if dual-purpose machines 
were made available. A machine of this type, it 
was stated, which is believed to be experimental, 
has already been built in Russia, and with such an 
arrangement it would be possible to carry out 
roughing operations by the interrupted-arc principle 
“at the highest rate of metal removal permitted by 
the nature of the electro-erosion process,” and 
finishing operations, at the same set up, by the 
spark-discharge principle. In this way, substantial 
reductions in the overall times required for pro- 
ducing certain work forms might be achieved with- 
out sacrificing final surface-quality. 

Electro-erosion is, of course, inherently slow as 
compared with the majority of machining processes, 
so that it must be confined at present to opera- 
tions which would be difficult or impossible to 
undertake by other methods. In this connection, 
however, it was reported that an arc-type machine 
of Russian design is claimed to be capable of 
removal rates up to 24 grammes per min. when 
operating on carbon steel with electrodes of fairly 
large area. Surface finish obtained under such 
conditions is necessarily véry poor, but provided 
that the material was not damaged, the superficial 
roughness could be corrected by subsequent spark 
machining. 

Hitherto, electrical machining has been largely 
confined to tool sharpening and the production of 
shaped openings and cavities such as are required 
in press tools and moulds, the form and accuracy 
of the work being determined by the electrode. 
There are, however, many other possibilities includ- 
ing the machining of curved-axis holes of round or 
irregular cross-section, threaded holes, and ellip- 
tical holes, such as are required for branch con- 
nections to pipes. By using wire electrodes, more- 


over, holes as small as 0-003 in. diameter can be 
“ drilled,” lateral arcing being prevented by means 
of a thin insulating coating. In addition, parting- 
off has been performed, for instance on uranium 
metal, on special machines equipped with rotating 
disc-type electrodes. 

Because there is no significant thrust on the 
electrode, copying operations can readily be carried 
out by the erosion method, the path being con- 
trolled from a template through a pantograph 
system. This procedure has been successfully 
applied to form tools, and it was suggested by 
Mr. Rudorff that the technique might well be 
extended to 3-dimensional copying from patterns. 
Machines for this purpose would not require 
hydraulic or electric linkages, by reason of the 
smallness of the forces involved, but it would be 
necessary to provide automatic compensation to 
ensure that work accuracy was not affected by 
electrode wear. It may also be noted that contour 
machining, of 2-dimensional shapes, can be carried 
out on special machines with electrodes in the form 
of endless bands or wires. 

Reference has already been made to the use of 
rotating electrodes for cutting-off, and the author 
went on to explain how grinding machines could 
be readily converted for erosion operations by the 
substitution of brass wheels for those of the abrasive 
type. Since the electrode is run at a much lower 
speed than a grinding wheel, vibration is reduced to 
a minimum. At the same time, there is much less 
local heating, and consequently wear, than occurs 
with a stationary desma A centreless arrange- 
ment would appear to offer interesting possibilities, 
particularly for operations on cemented carbides, 
but it is understood that although such a machine 
has been designed, it has not yet been put into 
operation. 

Apart from the erosion techniques that have 
been considered so far, there are some other elec- 
trical methods of metal removal that should be 
mentioned. The electrolytic process, for instance, 
although it has not proved successful for the pro- 
duction of accurate apertures and holes, has been 
effectively employed for tool sharpening and other 
surface finishing operations. For these purposes, 
machines are commonly equipped with diamond- 
impregnated wheels, but special types of silicon- 
carbide and cast iron wheels have also been used. 

(Continued on page 1539) 
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Methods and Equipment Developed for the Batch Manufacture of a 


Wide Variety of Precision Components by the Bell Punch Co., Ltd., Uxbridge 


In the first article* in this series devoted to the 
manufacturing methods of the Bell Punch Co., 
Ltd., The Island, Uxbridge, Middlesex, the growth 
of the company was traced, from its foundation 
in 1878, and the development of its wide range 
of products was outlined. It was pointed out that 
the demand for the firm’s machines and instruments 
varies considerably, some units being required in 
very large quantities, whereas others are made 
only in small numbers. Batch production methods 
are adopted, and in a typical 3-month period some 
12,000 different types of parts may pass through 
the machine shop of the Uxbridge works, where 
about 200 operators are employed. It was em- 
phasized that the company has fostered an open- 
minded approach to machining problems, and has 
installed an extensive range of general-purpose 
machines, which permits a considerable degree of 
flexibility in the methods that are employed. The 
machines may be used in a somewhat unconven- 
tional manner, if the desired results can best be 
achieved in this way, and, in the preceding article, 
reference was made to the use of engraving 
machines for milling operations and a_ tapping 
machine for precision reaming. On many of the 
company $s components, particular attention must 
be paid to accuracy of form and quality of finish, 
in order to ensure efficient and trouble-free opera- 
tion of the units in which they are used. In this 
article, some further examples of precision-finishing 
and other operations will be considered. 


* MAcHINERY, 92/1192-23 5/58. 


GRINDING DRIVE PAWL PRESSINGS 

The mechanism of the Sumlock calculating 
machine is built up mainly from pressings, and in- 
cludes certain components known as drive pawls, 
which are hardened. Each pawl is of bifurcated 
form, and at the end of one arm of the pressing 
there is an edge-face which must be finished 
smooth, accurately flat and at 90 deg. to the other 
arm. This second arm is twisted adjacent to its junc. 
tion with the main body of the pressing, so that its 
wide faces are at 90 deg. to the wide faces of the 
main body. The end of the second arm is required 
to be formed to a 0:022/0-026-in. radius, with the 
crest of the semi-circular form at a predetermined 
radius from the pivot hole in the pawl, within 
+0°0005 in. 

To facilitate the maintenance of the specified 
tolerances and dimensions, and to ensure a smooth 
finish on the radiused portion and the flat edge- 
face, the pressings are form ground before they are 
hardened. The set-up, on an American Abrasive 
No.3.S surface grinding machine, is shown in 
Fig. 1, and two pressings may be seen at the left. 
Pressings are ground four at a time, and the 
radiused-end and the edge-face on the arms of 
each part are finished simultaneously. The fixture 
employed has a fixed and a moving jaw, the moving 
member being spring-loaded away from the fixed 
jaw, and pulled towards it by the action of a draw 
bar. This bar is pivoted between the clevis-arm 
of the lever A, and the arm has a cam form 
machined on its inner end, which bears against 
the face of the fixed jaw. The fixture is mounted 
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Fig. 1. This Set-up on an Abrasive 
No. 3. S. Machine Provides for Grinding 
the Edge-face at the End of One Arm of 
a Drive Pawl Pressing, and a 0-020 
0-026-in. Radius at the End of the 
Other Arm. The Edge-face must be 
at 90 deg. to the Second Arm, and the 
Radius-end must be at a Specified 
Distance from a Pivot Hole, Within 
Close Limits 


on an Eclipse permanent magnet 
chuck, clamped to the machine table, 
and is aligned with the direction of 
table travel by setting it against the 
side face of a parallel block, which is 
held in contact with a strip secured 
to the edge of the chuck. A Car- 
borundum abrasive wheel, to the 
7A-100/G5/VF8 specification, is used 
for the grinding operation. The wheel 
is run ata spore of 5,000 ft. per min., 
and a cylindrical portion and a groove 
of the required shape are produced on the peri- 
phery by means of a Diaform unit. It has been 
found that, when a wheel of this type is run at the 
speed stated, a batch of 2,000 pressings can be 
ground before re-dressing is necessary. 

The pressings are held in sets of inserts which 
are clamped between the jaws of the fixture, and 
the floor-to-floor time for each load is 2-8 min. A 
set of jaw inserts may be seen at the right in 
Fig. 2. There are two thick inserts, which occupy 
the end positions in the stack, and one of these 
thick inserts has been removed and placed in the 
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foreground. The thinner inserts, which are 
clamped between the thick members, serve to 
separate the workpieces. One thick insert has two 
hardened pins, of different diameters, which — 


through mating holes in the other inserts to align 
them accurately. 
there is a rectangular slot, and the mutually- 
perpendicular faces of the slots in all the inserts 
are ground to close limits, after the complete set 


At the bottom of each insert 


has been assembled. When the set of inserts is 
loaded into the fixture, the horizontal and vertical 
faces of the slots engage the top and side faces of 


Fig. 2. A Set of Inserts 
for Holding Drive Pawl 
Pressings in the Fixture 
on the Grinding Ma- 
chine is Seen at the 
Right. The Gauge 
Employed for Inspecting 
the Ground Pressings 
is at the Left. It 
incorporates a Dial Indi- 
cator for Checking the 
Position of the Rounded 
End of One Arm Rela- 
tive to the Pivot Hole, 
and a Sliding Stepped 
Plunger for Checking 
the Angular Relation- 

ship of the Two Arms 
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the fixture body, between the jaws, thereby align- 
ing the inserts and workpieces accurately at the 
correct height. 

When the drive pawls are loaded, the hole in 
each pressing is passed over the smaller of the two 
locating pins, so that the holes in all four pressings 
are aligned. A shallow relief is machined in the 
top face of each insert, and in the centre of this 
relief there is a narrow groove, as indicated at B. 
An oval depression is machined in both sides of the 
thin inserts, and in one side of each thick insert, 
and the relative positions of the depressions and 
— are such that two narrow ribs of metal are 
eft below the relief face (on each side of a thin 
insert, and on one side of a thick insert). These 
ribs contact the sides of the secondary arms of the 
pressings, to locate them angularly, and the de- 
pressions provide clearance for the portion of each 
arm that is disposed at 90 deg. to the body of the 
pressing. 

The gauge seen at the left in Fig. 2 is provided 
for checking the position of the crest of the 
secondary arm relative to the hole in the pressing, 
also the relationship of the arm to the ground flat. 
A Baty dial indicator is incorporated in the gauge, 
and is calibrated to read directly in 0-0005 in. 
increments. This gauge is set to zero with its anvil 
face in contact with the periphery of a precision- 
ground disc, which is fitted on the peg C, and this 
disc may be seen at the left. 

A ground workpiece is indicated at D, and it 
will be seen that it is loaded with the hole 
embracing the peg C. It is shown in the position 
for checking the relationship between the 
flat and the secondary arm. In the gauge-body, 
there is a vertically-sliding plunger E, which can 
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Fig. 3. Machines and 
Instruments Produced by 
the Bell Punch Co., 
Ltd., Incorporate Cams, 
which are Machined from 
Bar Stock or Made by 
Blanking, for Example. 
The Cam Profiles must 
be Smoothly and Accu- 
rately Finished, and the 
Peripheries of the Cams 
Shown are Ground with 
the aid of Special Equip- 
ment Developed by the 
Company 


be raised by depressing the lever F. The 
secondary arm is engaged with a slot in the 
plunger, when the latter is in the raised position. 
At the right-hand side of the gauge there is a 
sliding blade G, with a step machined at its left- 
hand end to provide “ go” and “not go” gauging 
surfaces, the height of the step being 0-002 in. 
These gauging surfaces are disposed accurately at 
90 deg. to the slot in the plunger, and, therefore, 
to the secondary arm. As the blade is moved 
towards the workpiece, the “go” step-face must 
pass over the ground flat on the pressing, and the 
“not go” face must foul it. 

For checking the relationship of the secondary 
arm to the hole in the pressing, the plunger E is 
lowered, and the pressing is swung in an anti- 
clockwise direction until the crest of the secondary 
arm contacts the flat anvil of the dial indicator. 
The pressing is rocked to and fro to obtain a 
maximum reading, and this reading must be within 
+0-0005 in. of the zero setting. 


GRINDING SMALL CAMS 


The calculating and other machines made by the 
company incorporate cams of various sizes and 
types, and a group of these cams is shown in Fig. 3. 
Some cams are machined from bar stock and others 
are made by blanking from strip material. It is 
essential that the cam profiles are smoothly and 
accurately finished, and, for this purpose, the com- 
pany has designed and built grinding attachments 
for use on standard machines. One of these 
attachments, which has been developed from an 
earlier unit, is seen in Fig. 4, set-up on a Brown 
& Sharpe No. 2 universal grinding machine for 
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finishing the key re-setting cams for self-printing 
ticket issuing machines, and these components are 
of the form indicated at H in Fig. 3. Eight of 
these cams are ground simultaneously, and a stack 
of cams may be seen at J in Fig. 4. 

As may be observed, the fixture has a heavy cast- 
iron base, which is clamped to the machine table. 
Sleeve-type bearings are fitted in brackets integral 
with the base casting, and serve to support the trun- 
nions of the platform K. This platform is free to 
swing through a limited angle, and the side remote 
from the trunnions is pulled downwards by two 
tension springs. 

Integral with the platform, at one end, there 
is a cast housing L with bearings for the work- 
spindle, and a dovetail slideway on top of the 
platform carries a tailstock unit M. The tailstock 
body can be clamped in any position on the slide- 
way, and the tailstock quill can be withdrawn 
against spring pressure by means of the lever N, 
and locked in any setting by a thumb screw. A 
cam, or stack of cams, to % ground is mounted on 
a special mandrel, which is held between centres in 
the work-spindle and the tailstock quill. Drive 
is transmitted by a dog on the mandrel, which is 
gripped between two screws on a driver secured 
to the work-spindle. 

Between the driver and the front face of the 
spindle is clamped a master-cam P, the periphery 
of which is held in contact with the roller of the 
follower unit R, by the action of the 
platform springs. The follower is 
adjustable in a horizontal slot in the 
vertical: pillar S of the base casting, 
and can be locked in position by 
screws. As the work-carrying 
mandrel is rotated, the action of the 
master-cam against the follower 
causes the platform, and with it the 
work, to oscillate, and the form of 
each master-cam has been developed 
so that the desired profile is ground 


Fig. 4. A Specially-developed Cam 
Grinding Attachment is Here Seen on a 
Brown & Sharpe No. 2 Universal 
Machine. A Stack of Cams is held on 
a Mandrel which is Mounted between 
Centres on a Swinging Platform. The 
Platform is Oscillated by a Master 
Cam on the Workhead Spindle, which is 
Driven from the Machine Headstock 
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on the stack of workpieces. The cams are located 
positively on the mandrel, and the mandrel is 
located in the correct position relative to the master 
cam by the twin screws of the driver. These 
screws have sufficient travel to permit of slight 
adjustment between the work and the master cam 
during initial setting. The attachment is used for 
grinding a variety ot cams, and the follower is set in 
different positions to suit the various workpieces, 
these positions being indicated by index-marks on 
the pillar. For loading certain workpieces, it is 
necessary to tilt the plattorm, and a cam is provided 
for this purpose, which is rotated by means of the 
lever T. 

The work-spindle of the attachment is driven at 
64 r.p.m. from the headstock of the grinding 
machine. Drive is transmitted from the headstock 
spindle to the work-spindle by gearing, housed 
under the cover U. A gear on the headstock 
spindle meshes with a long gear on a shaft that is 
co-axial with the trunnions of the platform. A third 
gear on the end of the work-spindle is in mesh with 
this long gear, and the arrangement is such that 
the work-spindle gear can follow a planetary path 
about the long gear as the trunnion-mounted plat- 
form is oscillated. 

Since most of the cams that are ground are 
made from steel and are hardened, Carborundum 
W.46.A abrasive wheels are used, and are run 
at a surface speed of 4,800 ft. per min. The maxi- 











mum size of wheel that can be employed is 15 in. 
diameter, and the wheels are used until this dia- 
meter has been reduced to 13 in. 


CRUSHED-WHEEL FORM GRINDING 


Form-grinding by the crushed-wheel technique 
is employed for finishing certain contact surfaces 
on other components such as levers, pawls and 
cams, and a group of parts that have been finished 
in this manner is shown in Fig. 5. The close-up 
view, Fig. 6, shows the set-up for finishing the 
pointed end of the component indicated at A in 
Fig. 5, on a Jones-Shipman Fig. 1010 hydraulic 
surface grinder equipped with twin roll-crushing 
units. This component is incor- 

rated in the taximeter seen in the 
308" illustration (which is ex- 
ported in large quantities to Canada). 
The machine has been _ installed 
specially for this method of finishing, 
and the technique has been developed 
in close collaboration with A. A. Jones 
& Shipman, Ltd. 

An Eclipse permanent magnet 
chuck is mounted on the work-table of 


Fig. 6. Close-up View of the Set-up on 
the Jones-Shipman Machine for Grind- 
ing the Pointed Ends of Taximeter Com- 
ponents, Simultaneously, Eight per Load. 
The Machine has a Freely-rotating and 
a Motor-driven Roll, One being Used 
for Rough-forming and the Other for 
Finish-forming the Wheel. The Roughing 
Roll is Trued-up with the Freshly-crushed 
Wheel and is Employed for Finishing at 
the Next Forming Operation 
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Fig. 5. A Group of 
Components for Calcu- 
lating and Other Ma- 
chines on which Certain 
Portions of the Work- 


profiles have been 
Finished by Grinding 
with a Crush-formed 


Wheel on a Specially- 
equipped Jones-Shipman 
Fig. 1010 Machine 


the machine between the two roll-carrying units. 
For the form-grinding operation, the workpieces 
are clamped in a fixture, in stacks of eight parts, as 
indicated at B. The fixture has a base of inverted- 
T section, with a spring-loaded clamp-plate C. This 
plate is carried on two horizontally-disposed pins 
and can be urged towards the fixture body, to 
clamp the workpieces, by means of a knurled nut 
on a stud that extends outwards from the body and 
passes through a hole in the plate. On the fixture, 
the workpieces are located by a pin that passes 
through the large hole at one end, and their smaller 
ends rest on a support attached to the fixture body. 
The upper edges of the body and the clamp plate 
are machined to a profile that provides clearance 
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Fig. 7. In this View of Part of the 
Grinding Section at the Uxbridge 
Works, the Jones-Shipman Machine 
for Crush-form Grinding is Seen to- 
wards the Right, with the Optical 
Projector Used for Inspecting Ground 
Workpieces. At the Left is the 
Special Rack which has been Built for 
Storing the Crushing-rolls and the 
Formed Grinding Wheels 


for the grinding wheel, as the fixture 
is traversed beneath it. 
Fixtures of a similar type are 
employed for the other workpieces 
that are form-ground, and, to facili- 
tate location of the fixtures, the 
magnetic chuck is provided with a 
nest, with which the fixture bases are 
engaged. A strip is secured to the 
long side of the chuck, nearest to the 
wheel head of the machine, and two plates are 
screwed and dowelled to the strip, one of the plates 
being seen at D. Grooves are machined in the 


plates to receive a parallel strip, which is screwed 


and dowelled in position. Each fixture is mounted 
on the chuck with its base between the projecting 
portions of the plates, and a location slot in the 
base embracing the parallel strip. 

When set-up in the manner described, the inner 
(datum) edge of the fixture is in alignment with 
the flat inside faces of the crushing rolls, one of 
which is seen at E. Then, the side face of the 
abrasive wheel nearest to the wheel-head is aligned 
with the inside face of the rolls. The latter are 
made from high-speed steel, and are hardened 
and ground. Rolls can be changed readily, once 
a locking nut (as indicated at F) has been removed. 
Although there is an easier crushing action on the 
nominally-vertical surfaces of the wheel form, it is 
found that those surfaces of the wheel and roll are 
subjected to greater wear, due to rubbing, and to 
avoid excessive re-grinding of the rolls, to main- 
tain the form on the workpiece within the pre- 
scribed limits, the following procedure has been 
adopted. 

Crushing is performed in two stages, and the 
roll E is seen in the finish-crushing position, where 
it rotates freely on the fixed spindle of the roll- 
carrying unit. Rough-crushing is performed with 
the roll mounted in the carrier G, and the roll 
spindle of this unit can be driven by an f.h.p. 
motor. This motor is flange-mounted on the 
outer end of the carrier frame, and is not visible 
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in Fig. 6. For the crushing operations, the abrasive 
wheel of the machine is run at a surface speed of 
315 ft. per min. When it has been finish-crushed 
by the freely-rotating roll, the freshly-formed 
wheel is used to true the roll that was employed 
for rough-crushing. The wheel is run at the normal 
grinding speed, and ihe roll is driven at a surface 
speed of about 40 ft. per min. After it has been 
trued, the roll in the motor-driven unit is trans- 
ferred to the carrier at the opposite end of the 
machine is readiness for finish-crushing at the next 
re-dressing stage. The roll previously employed 
for finishing is mounted in the motor-driven carrier 
and is used for roughing at the next dressing 
operation. 

After it has been used to true the crushing roll, 
the freshly-formed wheel is employed to grind a 
batch of workpieces, and it has been found that 
from 900 to 2,000 parts can be reground before 
re-dressing is necessary. From 0-008 to 0-010 in. 
of metal is removed from the formed portion on 
each workpiece, and the actual number of pieces 
that can be ground between successive dressing 
operations depends on the work-profile. Universal 
white bauxilite abrasive wheels are used for the 
form-grinding operations, and are run at a surface 
speed of 5,300 ft. per min. For hardened work- 
pieces, a wheel of type WA 150 MV is used, and 
for soft parts, a wheel of type WA 100 MV. The 
wheels are mounted with care to ensure that they 
are running true, and-the form that is crushed is 
“ balanced ” with respect to the wheel face width. 
With the procedure that has been described, it 
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has been found that the profiles of the crushing 
rollers are maintained within close limits over long 


periods. During the past three years, for example, 
only one set of rolls has had to be reground, and 
this set is for a particularly difficult component 
which has several small radii, and faces that are 
nearly perpendicular to the roll axis. 

Formed wheels and crushing rolls are stored in 
a specially-constructed rack adjacent to the Jones- 
Shipman machine, and this rack may be seen at 
the left in Fig. 7, with the machine at the right. 
The rack has a series of pigeon-holes, one for each 
type of wheel, which are labelled for identification 
purposes. One of the wheels may be seen, partly 
withdrawn, at H. Below the portion of the rack 
devoted to the storage of wheels, there is a series 
of pull-out slides, each of which has a pair of 
pegs to receive the two crushing rolls, and an 
identifying label. One of the slides, with the two 
rolls for forming the wheel H, may be seen in the 
advanced position at J. 

Facing the storage rack, and beside the grinding 
machine, is a Hilger projector K which is employed 
for checking the forms of the ground workpieces 
against 10:1 scale master layouts. Because of the 
high general level of natural illumination provided 
by the roof lights, the projector unit has been 
fitted with a sheet-metal hood, so that the work- 
ing zone is in shadow. This arrangement of 

inding machine, storage rack and projector is 
notably efficient, and all the equipment that the 
operator of the machine requires is located within 
a compact area. 
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Fig. 8. A Group of 
Workpieces with Profiles 
that have been Gener- 
ated on a Fellows No. 7 
High-speed Gear Shaper. 
The Specially-developed 
Cutter Employed is Seen 
above Each Component. 
Most of the Workpieces 
are of Steel, but the Two 
Cams at the Right are 
Machined from Tufnol 


PROFILING OPERATIONS ON A GEAR SHAPING MACHINE 


In addition to the grinding and engraving tech- 
niques already described for the production of 
accurate profiles on various components, the Bell 
Punch Co., Ltd., make use of a Fellows No. 7 
high-speed gear shaping machine for other work- 
pieces with irregular profiles. A group of com- 
ponents that have been secilivdanal may be 
seen in Fig. 8, where the cutters employed are 
also shown. The high-speed steel cutters are sup- 
plied by Reliance Precision Tools, Ltd., The Cause- 
way, Staines, Middlesex, or by W. E. Sykes, I Ltd., 
Staines, Middlesex, and they are dished to pro- 
vide a cutting rake of 5 deg. The workpieces 
are usually required in batches of about 1,000 
every 3 months. 

The two components L and M are made from 
mild steel, and, to reduce the amount of metal that 
must be removed, are machined from stampings, 
the same stamping being used for both parts. For 
shaping, the blanks are mounted on a. plain 
mandrel, 8 per load, and are positioned angularly 
by means of a nest-type jig, which engages the 
flat side-faces of the two upper (as illustrated) ears 
of each stamping. A cam component made from 
Tufnol is indicated at N, and it is unnecessary to 
locate the circular blanks for these cams angularly, 
since the eccentric holes are machined after the 
profiling stage. The blanks are machined eight 
at a time on a mandrel. As may readily be 
observed, each of the cutters for the parts so far 
considered has three groups of cutting lobes. 
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At P is shown a mild steel component, and 
stacks of six of these workpieces are machined at 
atime. The parts are mounted on a mandrel, and 
a nest-type jig is employed to locate the blanks 
by means of the notch in one side. There are 
four groups of cutting lobes on the shaping cutter 
for this component. The Geneva wheel R is made 
from 2% per cent nickel steel, and four workpieces 
are profile-shaped simultaneously. Two locating- 
pins are fitted to the mandrel for these work- 
pieces and engage two of the slots, which are 
produced at a previous stage. The cutter has 12 
groups of cutting lobes, which, in effect, form three 
sets, each set producing the four portions of the 
complete profile of the component. The smallest 
lobes on the cutter, it may be noted, serve only 
to round off the corners of the part at the outer 
ends of the slots. A second Tufnol cam is seen 
at S, in Fig. 8, and such cams are shaped one at 
a time. The workpiece is located by means of the 
offset hole, and a milled slot, the cutter in this 
instance having five sets of cutting lobes. 

The Fellows machine is employed for normal 
gear shaping, as well as for the profiling operations, 
and is installed in a well-equipped gear-production 
section of the main machine shop. Other equip- 


ment in this section includes a Gleason bevel-gear 


generator which is used for a wide range of com- 
ponents, the smallest being a duralumin gear with 
16 teeth of 50 D.P. In addition, there are two 
C.V.A. No. 2, and four Pfauter, hobbing machines, 
also six small hobbers—five by Gauthier and one 


Fig. 9. Close-up View 
of the Special Indexing- 
table Machine which has 
been Developed and 
Tooled-up by the Com- 
pany for Milling a Slot 
in One Face of Small 
Gears. The Workpieces 
are Loaded by Hand, 
but are Unloaded Auto- 
matically, and are Blown 
by an Air-blast into a 
Chute which Directs 
them to a Receptacle 
at One Side 
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by Mikron. The five Gauthier machines are 
arranged in a group, and, since they work on an 
automatically-controlled cycle, are tended by one 
operator, whose duties consist principally of load- 
ing and unloading the workpieces. In some of the 
gears that are cut on these machines, a slot must 
be milled across one face after hobbing, in a certain 
relationship to the teeth. When the operator 
unloads these gears from the Gauthier machines, 
she transfers them to the indexing table of an 
adjacent special-purpose milling machine which 
has been developed and tooled-up by the Bell 
Punch Co., Ltd. 


SPECIAL MILLING MACHINE WITH INDEXING TABLE 


A close-up view of the milling machine table 
and cutter head is given in Fig. 9. The head 
has a vertically-disposed quill, to which a rise 
and fall motion is imparted by a cam, through a 
rack and pinion transmission system. Mounted on 
the end of a horizontal shaft, within the cover T, 
the cam can be replaced by other units if it is 
necessary to alter the rate of down-feed. The 
cam employed for the slit-milling operation pro- 
vides a feed rate of approximately 6 in. per min. 
At the lower end of the quill there is housing for 
a horizontal cutter spindle, which is driven through 
bevel gearing at a speed of 500 r.p.m. The 
spindle carries a 1-in. diameter by 0-063 in. wide 
saw, and is arranged so that the saw is tangential 
to the pitch-circle of the work-station on the table. 
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The circular table has 30 work-stations on its 
raised rim, and at each station there is a counter- 
bored hole and two dome-headed pins. Workpieces 
are loaded so that the boss on one side of each 
enters the hole, and diametrically-opposed tooth- 
spaces are engaged with the pins, to ensure that the 
slot is milled in the correct relationship to the 
teeth. The table is indexed by means of an air- 
operated pawl and ratchet mechanism, the pawl- 
actuating cylinder being connected to one of two 
valves on the far side of the cutter head. These 
valves are mounted on either side of the cam shaft, 
at the end remote from the feed-cam. A second 
cam serves to operate the valves, and the arrange- 
ment is such that the table is indexed through 
12 deg. each time the quill of the cutter head is 
raised. In addition to the work-stations, there are 
30 hardened steel bushes in the table, within the 
raised rim. Two stout pilot pins project down- 
wards from the housing at the bottom of the quill, 
and enter two of the bushes as the quill descends, 
to locate the workpiece finally in relation to the 
cutter. In Fig. 9, one of the pilot pins is just 
visible at U. 

Below the spindle housing at the lower end of 
the quill is mounted a spring-loaded pressure plate, 
which contacts the upper face of the workpiece as 
the quill moves downwards. This plate holds each 
workpiece securely in its seating during the cutting 
operations, and has a slot for the passage of the 
cutter. A bracket is secured to one side of the 
spindle housing, and carries two claws V, mounted 
on a common pivot. These claws are pulled 
together by a tension spring, until they contact 
stop pegs. The claws are of an L-shape, and at 
the lower end of each there is a tapered lug. As 
the quill descends, the claws pass over a slotted 
workpiece at the station adjacent to the cutting 
position. 

It will be observed in Fig. 9 that there is a broad 
chamfer at either side of the rim of the work- 
table, and the workpieces project slightly over the 
chamfer-faces. In consequence, when the claws 
have passed over a workpiece, they can move 
inwards so that the tapered lugs are beneath the 
edges. When the quill is raised, the lugs engage 
the workpiece and lift it clear of the hole and pins 
in the work-table. As the quill approaches the 
limit of its upward movement, the second valve at 
the far end of the camshaft is tripped, and com- 
pressed air is directed to the pipes W and X. The 
pipe W terminates in a nozzle on the far side of 
the claws, and the blast of air from this nozzle 
blows the slotted workpiece from the claws into 
the chute Y, whereby it is delivered to a work-pan 
at the side of the machine column. 

The end of the pipe X is flattened to form a 
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broad nozzle, which is located directly over one of 
the empty work-stations. Air from this nozzle serves 
to remove swarf and coolant in readiness for load- 
ing a fresh workpiece at the next position. A 
copious flow of soluble oil and water emulsion is 
directed continuously on to the cutter and work 
from the pipe Z. 

With the equipment described, gears are slotted 
at a rate of 720 per hour, and it has been found 
that from 10,000 to 15,000 workpieces can be 
machined with each high-speed steel saw. When 
the teeth become blunt, the saws are discarded, 
rather than resharpened. 

Further interesting equipment and methods that 
have been developed by the Bell Punch Co., Ltd., 
for the production of a wide range of pressings 
will be described in a further article, to be 
published shortly in Macuinery. 


Smiths Size 7 Motor 


The motor shown in the figure which is claimed 
to be one of the smallest of its type in the world, 
has an overall length of 1-6 in. Pid an outside dia- 
meter of 0°625 in. Of “ potted ” construction, it 





Smiths Size 7 Motor for Small Servo Systems 


incorporates non-corrodible laminations and has 
been introduced by Smiths Aircraft Instruments, 
Ltd., Cricklewood, London, N.W.2, for fitting to 
small servo systems, for example, for guided 
weapons. ( 

A single-phase 26v. supply may be employed 
in conjunction with a 1-5 mf. tuning capacitor, or 
a two-phase 400 c.p.s. supply. One type can be 
operated directly from a pair of germanium tran- 
sistors connected to the centre tapped control 
phase. The speed of the motor on no-load is 
9,000 r.p.m., and the stalling torque, 8 grm-cm. 
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Employment of the Blind in Industry 


Some Examples and Results of Modern Training Methods 


Although it is commendable that in Britain a 
higher perce entage of blind workers is engaged in 
open employment than in any other country, the 
extent to which they can be of service to the 
engineering industry is still not, perhaps, fully 
appreciated. They represent a potential labour 
force of some 14,000, which can, in suitable cir- 
cumstances, afford a solution to many man- 
power problems, on the basis of full equality with 
workers of normal vision. The idea ot employing 
blind factory-workers on this basis is not, of course, 
new, but it was only during the second world war 
that it came into effect on any significant scale. At 
that time, the labour shortage provided both incen- 
tive and opportunity, although, initially, the tasks 
performed by blind workers were rather ele- 
mentary. Due to modern investigation and train- 
ing methods, however, and an increasingly realistic 
outlook on the part of employers, the field of oppor- 
tunity, for employer and blind employee alike, has 
been considerably extended. 

Tribute must be paid, in this connection, to the 
excellent work of the Royal National Institute for 
the Blind, and the Ministry of Labour and 
National Service training centre at Letchworth, 
Herts., and as a result of these efforts, the Employ- 
ment Service of the R.N.I.B. is able to place 
approximately 350 fully-trained blind workers in 
competitive employ ment annually. Of this num- 
ber, the majority find work in various branches of 
engineering. If the full results are to be derived 
from such efforts, however, there must be a com- 
mensurate willingness on the part of employers, 
who have not already taken this step, to consider 
seriously the possibility of introducing blind workers 
into their factories. It is emphasized that the 
employment of a trained blind worker entails no 
additional financial or other obligations on the 
part of the employer, and that preferential treat- 
ment is neither expected nor desired. As a matter 
of principle, which is rigidly enforced, no blind 
worker is recommended to any prospective em- 
ployer except on merit alone, and unless he or 
she can be of advantage to the firm concerned. 


CHARACTERISTICS 
For a true appreciation of the working poten- 


tials of the blind, due consideration must be given 
to their psychological characteristics, and the pains- 


taking care exercised by the above-mentioned 
organizations in selecting and training suitable 
subjects for specific duties, in accordance with 
individual temperament, aptitude, and circum- 
stance. Great importance is attached to the neees- 
sity for compatibility of work and worker, as indeed 
it must also be with sighted workers, if maximum 
efficiency is to be achieved. Choice of the most suit- 
able occupation and training are dependent, to a 
certain extent, on whether the subject was blind from 
birth or recently became blind, and whether blind- 
ness is total or only partial. In certain instances, 
those suffering from incipient blindness are also 
trained, in order that their working lives may con- 
tinue with as little disorganization as posssible dur- 
ing and after the transition period. 

Given suitable training, the blind are, in many 
ways, peculiarly suited to skilled repetition work. 
For example, in order to compensate for the loss 
of sight, other faculties become highly developed, 
one of the most important of which is the sense 
of touch. Also developed are a keen sense of 
motion and relative position, or, as it is sometimes 
termed, “spatial perception.” They move 
deliberately and methodically, and are thus readily 
able to adapt themselves to working in accordance 
with time-study principles. These attributes are of 
value for all forms of repetition work, whether 
it be inspection, assembly, or machine-operation. 
The highly sensitive touch of a blind inspector, 
coupled with his great powers of concentration, 
due to the absence of visual distractions, will 
often enable him to detect small imperfections 
which would not be noticed by a sighted person. 

Again, freedom from visual distractions, coupled 
with the fact that the blind are always alert to the 
danger of accidental, hurtful contact, ensures that a 
blind machine-operator can tend his machine with- 
out likelihood of injury. For the same reason, special 
guards or other protective devices are seldom 
necessary, and in the few instances where they 
are required, they are usually found to be equally 
beneficial to the sighted. One type of routing- 
machine guard, currently in general use, was 
originally designed for the blind. Distraction and 
carelessness are the two main causes of industrial 
injury, and apply in a far lesser degree to the blind 
operator. It may be noted, indeed, that the 
accident rate among the blind is generally lower 
than for the sighted, and that no employer has yet 
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been called upon to pay an increased insurance 
premium in connection with a blind worker. 

The light sensitive touch of the blind machine- 
operator, allied with acute hearing and freedom 
from distraction, all make for efficiency in the 
handling of a machine. Impending cutter break- 
down is more readily detected, and this applies 
particularly when drilling small holes, so that with 
blind operators, drill-breakages occur less fre- 
quently. 

One of the most outstanding characteristics of 
the blind worker, moreover, is that he has a very 
high working morale. This attribute stems from 
the fact that he is determined to prove to himself, 
and to all his acquaintances, that blindness is 
really not such a serious handicap that it cannot 
be overcome, and that he is perfectly capable 
of leading a normal useful working life, on terms 
of complete equality with others. Above all, he 
wishes to feel that he is doing something worth 
while. 

Because of this frame of mind, the blind worker 
has a ceaseless urge to keep busy, and this urge, 
coupled with the absence of visual distractions, 
accounts for his exceptional powers of concentra- 
tion. Since he finds fulfilment in his work, he has 
a happy disposition, and an enthusiasm that is 
communicated to those around him. His working 
efficiency is such that he can equal or sometimes 
exceed their output, and he thereby evokes their 
respect. From the latter, he gains a further 
stimulus, and they, in turn, are encouraged by 
his example. Because of this urge to attain inde- 


pendence and fulfilment, he has no wish to be 
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treated in any way differently from his colleagues. 
Indeed, anything appertaining to charity, senti- 
ment, or special privileges is not only unwanted 
but psychologically undesirable. 


TRAINING PROCEDURES 


It is to the attainment of this healthy mental 
attitude, and to the selection and training of 
workers who are competent in every respect, that 
the efforts of the R.N.I.B. and the Govern- 
ment training centre at Letchworth are directed. 
The problems involved are essentially human, and, 
as such, are correspondingly individual and diver- 
sified. For example, in subjects who are blind 
from birth, the difficulty of illiteracy is not uncom- 
mon. Again, in training a blind person for inspec- 
tion duties, it may be necessary to teach him or 
her the decimal system. In the case of a person 
who has only learnt to read and write in Braille, 
it may be desirable to give instruction in writing 
orthodox characters. An example would be an 
inspector, called upon to record the dimensions 
of components checked with the aid of a Braille 
micrometer. At the Letchworth training centre, 
in such instances, a working familiarity with con- 
ventional numerals is taught by means of characters 
shaped from wire and fixed to a board. The 
newly blind, on the other hand, are less likely to 
need tuition of this type. 

Practical experience has shown that the most 
suitable subjects for employment in industry are 
those who have undergone a course of rehabilita- 
tion. Newly blind subjects, selected jointly by 
the R.N.I.B. and the 
Ministry of Labour and 
National Service, are 
accepted for such 
courses at two R.N.I.B. 
rehabilitation centres. 
Here, the subject is 
taught to adjust himself 
mentally and physically 
to blindness, so that the 
spirt of self-dependence 


Fig. 1. Typical Group 
of Blind Trainees in the 
Assembly Section at the 
Ministry of Labour and 
National Service Centre 
at Letchworth. Bi- 
manual Layouts are 
Employed 
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is restored, and he is able to lead a normal active 
life. He is made to realize that the handicaps of 
blindness can be largely overcome, and learns to 
perform all small personal tasks for himself. 
Classes in independent mobility teach him to stand 
and walk correctly, to estimate relative distances, 
and to form the habit of building-up a mental 
picture of his surroundings, so that he may move 
about freely and with confidence. During this 
course, which is of three months’ duration, all, 
except those too illiterate to learn, are taught 
Braille or Moon. 

On the basis of monthly interviews between the 
subject and the R.N.I.B. employment officer, and 
reports on progress and potentialities compiled by 
the principal of the centre, an assessment of the 
subject is built-up during his period of rehabilita- 
tion. Towards the end of the course, a final report 
is prepared, which makes a specific recommenda- 
tion as to the most suitable type of vocational train- 
ing for the individual concerned. The greatest 
care is exercised in arriving at an accurate evalua- 
tion of his potentialities, fectieal ultimately, the 
success of blind workers generally, depends on 
that of each individual. 

On completion of the rehabilitation course, the 
final report is submitted to the Ministry of Labour 
and National Service, who make application on 
behalf of the subject, for his admission to an 
appropriate training centre. At the Letchworth 
centre, those selected for employment in the 
engineering industry undergo a two-months’ course 
of basic industrial training. Here, every attempt 
is made to avoid anything resembling a “ school- 
room” atmosphere, and to simulate factory condi- 
tions as closely as possible. Familiarity with the 
handling of machines is afforded by instruction 
and practice in drilling, milling, and capstan-lathe 
work, and inspection and assembly are also taught. 


ASSEMBLY WORK 


At the beginning of the course, those selected 
for training as machine operators are given instruc- 
tion in assembly work, for one to two weeks. This 
period gives them the opportunity of settling down 
in their new surroundings, and acquiring a 
familiarity with their instructors, and engineering 
work generally. Training in assembly work is 
given in the section shown in Fig. 1, where a group 
of new trainees is seen. As may be observed, 
bi-manual set-ups, representative of modern indus- 
trial practice, are provided. Initially, the tasks set 
are of a simple nature, and the complexity and 
difficulty are progressively increased. Before the 
trainee can graduate from one task to another, he 
must attain an acceptable level of proficiency, in 








Fig. 2. This Complicated Relay-unit, for Hot- 

point Electric Appliance Co., Ltd., Ilustrates the 

Type of Advanced Assembly Work Within the 
Capacity of the Blind 


accordance with industrial standards. A typical 
task consists of assembling roller thrust bearings, 
at the rate of 1 min, each. 

Those selected for training in assembly work 
remain in the section throughout the full 2-month 
period, and once they have attained the necessary 
standard, are trained for specific duties with their 
future employers. Contact between trainee and 
prospective employer is established by the R.N.L.B. 
Employment Service, through their team of em- 
ployment officers. In Fig. 2 is shown a com- 
plicated relay-unit, which illustrates the advanced 
type of assembly work that can be undertaken by a 
blind operator, given suitable training. The 
operator in question was trained for this duty at 
the Letchworth centre, for employment by the 
Hotpoint Electric Appliance Co., Ltd., Peter- 
borough. 

As may be observed, the unit incorporates a 
number of springs and linkages, of a complexity 
sufficient to present difficulties even to a sighted 
operator. The firm’s stipulated time per assembly 
was 3% min., whereas the blind operator was able 
to achieve a time of 3 min. This standard was 
attained by the use of a very simple fixture, 
designed at Letchworth, which would have been 
equally advantageous for a sighted operator. The 
particular unit mentioned has meanwhile become 
obsolete, and the operator has been transferred to 
other similar work for the same company. It is 
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stated by the firm that the training given at Letch- 
worth was extremely useful, as it enabled the 
operator not only to assemble the original unit 
efficiently, but also to adapt himself readily to his 
new duties. This company, it may be noted, also 
employs a blind inspector. 


MACHINE WORK 


After completing their preliminary short period 
of assembly work, trainees selected for tuition as 
machine-operators are introduced to machine work, 
sti..ting with simple drilling. The machine lines 
provided for the training of the blind are situated 
in the main machine-shop of the centre, and the 
equipment is throughout of standard type. It 
includes single- and multi-spindle drills, and 
Herbert, Ward, Murad and Modern capstan lathes, 
in order that the trainees may become thoroughly 
familiar with various makes and sizes of machines 
currently in use. The trainees are also given 
instruction on larger machines, available in an 
adjacent section, should they so desire. 

Initial instruction on drilling is given on single- 
spindle machines, and after his first introduction 
to drilling, the trainee is transferred to the “ peg- 
board” set-up shown in Fig. 3. This equipment 
is designed to provide an exercise that simulates a 
lengthy operation sequence, and to permit an 
assessment of the trainee’s ability and his accept- 





Fig. 3. This ‘* Peg-board ’’ Set-up on a Single- 

spindle Drill is Used to Familiarize the Blind 

Trainee with Length Operation Sequences, and to 
Assess his Acceptance of Machine Work 
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Fig. 4. On This 4-spindle Drill, a Blind Machine- 

operator is Seen Undergoing Training in the Use 

of a Typical Miulti-station Fixture for Centre- 
drilling, Drilling, Chamfering and Tapping 


ance of machine work. Mounted on the machine 
table, there is a drilled plate, in which a set of six 
pegs can be arranged in various alternative 
patterns. These pegs are used to locate a work- 
piece, comprising a square plate, by two adjacent 
edges, as seen. They are first arranged to locate 
the work for drilling the corners, and after each 
hole is drilled, the work is turned through 90 deg. 
When all four corners have been drilled, the pegs 
are repositioned, and four more holes are drilled 
in the same way. This procedure is continued 
until a pattern of holes, nominally equally spaced, 
occupies the entire area of the plate, and any 
misalignment is visually apparent to the instructor. 

When he has attained the necessary standard at 
the drilling set-up described, the trainee is trans- 
ferred to an Adeock & Shipley bench-type vertical 
milling machine, fitted with an indexing fixture. 
On this machine, for a period of approximately a 
week, he performs a series of exercises in milling 
squares, hexagons, slots and keyways. This is 
followed by a period of training on a 4-spindle 
drilling machine, shown in Fig. 4, which is 
equipped with a simple fixture. This fixture is 
designed to simulate the type commonly employed 
for locating work beneath each spindle in turn. 
In this instance, the work comprises a square 
steel plate, which is located between a pair of 
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recessed parallel rails, and by a retractable stop 
at each station. Flat claws at the second and 
fourth stations serve to retain the work in the 
recesses. 


The sequence comprises centre-drilling, 
drilling, chamfering and tapping, the latter opera- 


tion being performed with a standard attachment. 

Training onthe set-up described is followed by 
an introduction to lathe work, starting with the 
Murad capstan-lathe shown in Fig. 5. The 
operator here seen became blind as an adult, 
during his employment in the engineering industry, 
and after rehabilitation at one of the R.N.I.B. 
centres, was accepted for training at the Letch- 
worth centre. His earlier engineering experience 
was an advantage, and he proved himself readily 
adaptable to machine work. The operation- 
sequence he is seen performing is that usually 
followed on first. introduction to lathe work, and 
comprises feeding the bar to a stop; centre-drill- 
ing; drilling; turning with a roller-box tool; form- 
ins with a front cross-slide tool; and parting-off, 

a the rear tool. As in the course for assembly 
operators, the trainees are given work of pro- 
gressively increasing difficulty, and as each 
becomes competent in handling a_ particular 
machine, he is transferred to another of a larger 
or more advanced type. 


BRAILLE INSTRUMENTS 


Trainee inspectors, also, are taught on a similar 
progressive basis, and their course includes tuition 
in the use of Braille measuring instruments. 
Examples of these instruments, shown in Fig. 6, 
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Fig. 5. First-stage Capstan-lathe 
Training is given on the Small Murad 
Machine here shown. A Range of 
Standard Machines Familiarizes the 
Trainee with Types in Current Use 


comprise a micrometer, depth-gauge, 
protractor, height-gauge, and vernier. 
As may be observed, each instrument 
is provided with a Braille-reading 
drum, which, except in the case of the 
protractor, operates on the screw 
micrometer principle. The height 
gauge and vernier are adjustable by 
1 in. increments, by means of length- 
bars, and afford readings to 0-0002 in. 
The l-in. micrometer and the depth- 
gauge give readings directly to 
00002 in., and permit estimation to 
0:0001 in. With the protractor, 
direct readings to 15 min. are obtained, and 
estimations made to 5 min. A _ typical 
exercise in the use of the micrometer consists of 
measuring and recording the various diameters of 
a stepped plug. A 6-in. vernier rule has recently 
been developed which permits measurement to an 
accuracy of 0-0025 in. 


can be 


Fig. 6. Group of Typical Braille Instruments, in 

Use of which Blind Inspectors are Trained. The 

Accuracy of these Units is Equivalent to that of 
Normal Measuring Instruments 
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In order that the employer of a blind inspector 
need not be involved in any additional expense 
for the purchase of equipment of the type 
described, a special service is available. A 1-in. 
Braille micrometer is supplied to each operator 
through the “aids to employment scheme ” of the 
Ministry of Labour and National Service, and other 
instruments in the range are loaned to the firm 
concerned by the R.N.I.B. 

As evidence of the low accident rate among the 
blind, it may be mentioned that there has not been 
a single instance of serious injury to a blind 
trainee at the Letchworth centre, during the 9 years 
that it has been in operation, nor during the pre- 
ceding five years when the blind were trained on 
the job by the R.N.I.B., whose success led to the 
’ setting up of the Letchworth centre. 


PLACEMENT OF BLIND OPERATORS 


As already indicated, contact between the 
trained blind operator and his prospective employer 
is established through the R.N.I.B. Employment 
Service, and their team of employment officers. 
Towards the end of their course at the Letchworth 
centre, the trainees’ competence and speed of 
operation are assessed, and a progress report on 


each is sent to the responsible employment officer. 


Fig. 7. This Blind Worker is Employed on Core- 

making, at the Works of Gloucester Foundry, 

Ltd. All the Operators Shown in Fig. 7 to 11 
Maintain the Full Rate 
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Fig. 8. Blind Operator on a 50-ton Press at 

Chatwood-Milner, Ltd. This Firm Also Employs 

a Blind Capstan Operator, who is Stated to be 
Exceptionally Capable 


On the basis of this information, the employment 
officer makes recommendations to the management 
of any engineering firm willing to engage a blind 
operator, as to the most suitable individual for a 
specific job. 

Initially, the operator is engaged for a_pro- 
bationary period, during which the responsibility 
for establishing him in his work is that of a train- 
ing officer. The latter augments the basic instruc- 
tion given at Letchworth by specialized training 
in the firm’s factory, including operation procedure 
and safety routine, and the time required for the 
new recruit to attain an average standard of pro- 
ficiency is comparable to that required by a 
sighted trainee. Often, the training officer can 
suggest other work within the operator's capacity. 
No blind worker is allowed to remain on a task 
at which he is unable to make the full rate, 
in such an unusual event, he is replaced and 
transferred to other duties at which he can main- 
tain the required standard. Meanwhile, contact 
with employer and employee is maintained by the 
employment officer, in an advisory capacity, in 
order to ensure maximum mutual satisfaction. 


and 
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Fig. 9. Two Blind Operators, Working as a 

Team, Drilling Oil-holes in Rocker Castings at 

Tilling-Stevens, Ltd. Their Light, Sensitive, Touch 
Minimizes Breakages of the Long Drills 


Since its inauguration in 1942, the 
4,000 blind employees 
in industry and com- 
merce. Their 15 employ- 
ment officers are them- 
selves either blind or 
partly blind, so that they 
are able to appreciate 
fully the capabilities and 
limitations of the blind 
trainees. There are three 
training officers who 


Fig. 10. This Blind 
Operator, who has Been 
Employed for Several 
Years by the Perry 
Chain Co., Ltd., Tends 
a Group of Rotary-head 
Milling Machines 


R.N.L.B. 


Employment Service has successfully placed nearly 
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operate in most industrial areas in the country, 
and are skilled engineers with wide industrial 
experience. This experience, and understanding 
of the problems of the blind, enable them to 
establish blind operators in their work, so that 
the requisite standard of proficiency is attained 
in the shortest time laa In addition, the 
R.N.I.B. have recently appointed an oo 
officer, whose duty it is to study other branches of 
industry in which the working potential of the 
blind could be utilized. 


EXAMPLES 


The fact that blindness is no handicap to the 
working efficiency of those selected and trained for 
specific industrial occupations, is well demonstrated 
by Fig. 7 to 11, in which are shown some typical 
blind operators and their work. In every instance, 
the operator is able to maintain the full rate, and 
the diversity of these examples affords an indi- 
cation of the wide range of duties that the blind 
can undertake. In Fig. 7 is seen a blind worker 
employed on core-making at Gloucester Foundry, 
Ltd., where his light touch and methodical move- 
ments enable him to handle the fragile cores with- 
out breakage, and to produce clean, accurate work. 

Both light and heavy press work come within 
the scope of the blind, and in Fig. 8 is seen the 
operator of a 50-ton crank-press, at the works of 
Chatwood-Milner, Ltd. As may be observed, the 
machine and guard are of standard type. This 
company also employs a blind capstan-operator, 
who is considered exceptionally capable. When 
blind operators are employed on small unguarded 
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Fig. 11. The Exacting Work of Fault- 

finding in Radio Circuits is Efficiently 

Performed, with the Aid of an. Avo 

Instrument with a Braille Scale, by this 

Blind Employee at the Works of Bush 
Radio, Ltd. 


hand-presses, risk of finger-injuries is 
readily eliminated by limiting the 
clearance beneath the punch. This 
simple precaution, which, incident- 
ally, also represents good press-shop 
practice, is equally desirable for 
sighted operators. 
A “team” of two blind operators, 
employed by Tilling-Stevens, Ltd., 
who are -associated with the Rootes 
Group, is seen in Fig. 9. These men 
are engaged on drilling the oil-holes 
in rocker-arm castings, necessitating 
the use of long drills. For this work, 
the light, sensitive touch, characteristic of the 
blind, is of value in the avoidance of breakages. 
This company, it may be noted, has, over a 
period, employed a considerable number of blind 
operators. In Fig. 10 is seen an operator who 
tends a group of rotary-head milling machines 
at the works of the Perry Chain Co., Ltd., where 
he has been employed for a number of years. 
An indication that those who are more tech- 
nically inclined can also find suitable employment 
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in industry, is aflorded by the example in Fig. 11. 
This young man is employed on the exacting task 
of fault-finding in radio-receiver circuits at the 
works of Bush Radio, Ltd., and is believed to be 
the only blind person so engaged in the British 
radio industry. He is seen using an Avo electrical 
measuring instrument, fitted with a Braille scale. 
Originally employed by Decca, Ltd., he has passed 
a number of City & Guilds examinations, and was 
recently appointed to the staff of his present firm. 





Hunter Universal Truck for Dies 


Developed primarily to facilitate the mounting 
and removal of dies, universal trucks of the type 


shown in the figure are being marketed by G. 
Hunter (London), Ltd., 80 Fenchurch Street, 
London, E.C.3, with capacities of 500, 1,100, and 
2.200 lb. The low chassis is carried on ball bear- 
ing mounted wheels with solid rubber tyres, two 
of which have full castor action to ensure good 
manceuvrability. A foot-operated lever provides 
for the hydraulic lift of the arm, and a self-locking 
release valve, which is also foot controlled, gives a 
controlled lowering speed. The lowered height is 
9% in., and the normal effective lift, 27% in., but 
extensions to give higher lifts can be provided. 

A roller platform, carried on the arm, can be 
swivelled through 360 deg., and moved laterally 
through a distance of 6 in. to either side. There 
is a lock for the swivel motion, with the platform 
in the central position, and the rollers can also be 
locked when tools are being transported. 


This Hunter Universal Truck which has been 
Developed for Handling Dies, has a Roller Platform 
and Hydraulic Lift for the Swivelling Arm 
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Superston Bronze 


An outcome of prolonged investigations in con- 
nection with materials for marine propellers was 
the introduction, several years ago, by J. Stone and 
Co, (Charlton), Ltd., Woolwich Road, London, 
S.E.7, of a copper-base alloy containing a high 
percentage of manganese and possessing the quali- 
ties of toughness, high tensile strength, good cast- 
ability, and resistance to corrosion. Known as 
Novoston, the alloy has been used with success in 
marine engineering for more than five years, and 
during this time, some 3,000 tons has been cast 
in the form of propellers. 

Further research by the company in this field 
led to the development of additional copper-base 
alloys, known collectively as Superston, which have 
been introduced into many branches of industry 
during the past two years. Each alloy in the 
group contains the same basic constituents which 
are varied in proportion to obtain the desired 
characteristics for different applications. These 
alloys contain 11-13 per cent manganese, 7-9 per 
cent aluminium, 2-4 per cent iron, and 1-5-5 per 


cent nickel, and the melting temperature ranges 
between 950 and 990 deg. C., as compared with 
1,060 to 1,080 deg. C. for aluminium bronze. 
Tensile strength of Superston alloys varies from 


15-55 tons per sq. in., and in this respect they 
are comparable with aluminium bronzes and high 
tensile brasses. Superston-40, the most widely used 
alloy in the group, has an ultimate tensile strength 
of 45 tons per sq. in., a proof stress in excess of 
20 tons per sq. in., and an elongation value of 
30-35 per cent, in the “as cast” condition. Where 
greater tensile strength is needed, Superston-60 
can be employed, but this alloy is less ductile. 
Superston-44, another alloy in the range, finds 
application where high strength and improved 
creep characteristics at elevated temperatures are 
required, and it may be noted that at a tempera- 
ture of 450 deg. C. the short tigpe tensile strength 
is 25 tons per sq. in. 

In comparing high-strength alloys, it is useful 
to consider the proof stress. Superston-40 has a 
much higher proof stress than aluminium bronze of 
corresponding tensile strength, and the proof stress 
values obtainable for Superston-60 are much higher 
than are normally obtainable for aluminium 
bronzes, being of the same order as those of all-beta 
high-tensile brasses. The latter materials find very 
limited application due to their susceptibility to 
stress corrosion, whereas Superston-60 is not prone 
to such effects. Although high-tensile brasses 


might have proof-stress and tensile-strength values 
of the same order as those of Superston alloys, 
their resistance to corrosion fatigue is poor. 

A feature common to all Superston alloys is 
the facility with which they can be cast, although, 
as with all high strength bronzes, care must be 
exercized in the selection of running and feeding 
methods, to avoid unsoundness. Castings of thin 
section, it is claimed, can be made from these 
alloys, and savings in weight, cost, and machining 
time can thus be obtained. The material can be 
cast in sand, shell, or semi-permanent moulds. 
Centrifugal and gravity die castings can also be 
made, and small parts can be produced by pre- 
cision casting techniques. In the accompanying 
illustration are shown two sand castings, in Super- 
ston, for a dynamometer. The casing in the 
foreground weighs 99 lb. and the other com- 
ponent—a rotor—138__ lb. In this instance, 
Superston was specified because of its resistance 
to erosion and cavitation attack from liquid flow. 


Two Dynamometer Castings in Superston Produced 

by J. Stone & Co. (Charlton), Ltd. The Rotor, 

in the Background, Weighs 138 Ib. and the casing, 
in the Foreground, 99 Ib. 
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RECOMMENDATIONS FOR MACHINING 


The machining of Superston has been the 
subject of considerable investigation by J. Stone 
& Co. and other firms, and experience so far gained 
suggests that the difficulties encountered are less 
than those experienced when machining stainless 
steel or aluminium bronze. Superston can be 
turned successfully with either high-speed steel or 
cemented-carbide tools. For roughing cuts, a flat 
topped tool is recommended, but tor finishing 
passes, a side top rake of 3 deg. should be provided. 
For roughing operations, the depth of cut may 
range up to 0-250 in. with a feed of 0-010 in. per 
rev., and finishing cuts should be of the order of 
0-005 to 0-010 in. with a feed of 0-005 in. During 
a series of tests, Superston was turned at 230 ft. 
per min., using high-speed steel roughing tools, 
and the life between regrinds was 1 hour. This 
period was extended to 8 hours when the speed was 
reduced to 130 ft. per min. Finishing cuts were 
taken at 230 and 160 ft. per min., and tool lives 
of 1 hour and 8 hours, respectively, were obtained. 

When a tungsten carbide tipped tool was used 
for rough turning at 525 ft. per min., the edge was 
dulled after 1 hour. By reducing the cutting 
speed to 290 ft. per min., an eightfold increase 
in life was again obtained. There was a similar 
extension of tool life when the cutting speed for 
finishing passes was changed from 820 to 490 ft. 
per cent min. 

For screw cutting, tools with a 3-6 deg. - rake 
have proved satisfactory. High-speed steel chasers 
can be used for thread finishing. During turning 
and screw cutting operations, a copious flow of 
soluble oil coolant should be directed on to the 
tool and workpiece. 

Drills for Superston alloys should preferably 
have a helix angle of 30 deg., and, in order to 
avoid binding, they may be relieved by approxi- 
mately 0-002 in. at a distance of about 0-375 in. 
back from the leading full diameter. The use of 
soluble oil coolant is again recommended. Good 
results have been obtained when using high speed 
abrasive discs for cutting Superston bars and sec- 
tions, and plates up to | in. thick can be cut with 
friction-type band-saws. 


PLASTIC WORKING PROPERTIES 


The hot working characteristics are such that 
the material can be supplied in the form of forg- 
ings; stampings; saivolied rod, bar and _ tube; 
rolled rod and bar; and rolled plate and sheet. 
Despite.the tendency of Superston to harden rapid- 
ly during cold working processes, it is possible to 
draw rod, wire, and tube in this condition, also 
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to roll sheet. Mechanical properties of the material 
can be varied by careful heat treatment. In a 
work-hardened condition, Superston alloys may 
give tensile readings as high as 70 tons per sq. in. 
A figure of 55 tons, it is claimed, can be obtained 
without excessive loss of ductility. Superston can 
be rolled to thicknesses of about 0-030 in. or less 
without difficulty, and, if required, may be pro- 
duced in tubular form with walls that are of very 
thin section. ; 

By carefully controlled heat treatment, the hard- 
ness of Superston-40 may be increased to 350 
Brinell, and advantage has been taken of this 
characteristic to produce a range of British Stan- 
dard safety hand tools, from forgings or castings, 
which may be employed in locations where safety 
regulations demand the use of non-sparking 
materials. Hammers, chisels, and wrenches, it is 
stated, do not chip or spall in use, and during 
periodical reconditioning by grinding, tools may 
be raised to a temperature in excess of 250 deg. C. 
before appreciable softening of the material takes 
place. 

Superston alloys can be welded with rods of 
the type specified for aluminium bronze, but a 
special rod with a core of Superston wire is avail- 
able. Metallic arc welding with flux coated rods 
is generally employed for Superston, but sound 
welded joints can also be obtained by means of the 
argon arc process. Thin sheet can be spot welded, 
and the alloys can be brazed or silver soldered, if 
desired. 

The extent to which electro-chemical corrosion 
can occur when Superston and other metals are in 
mutual contact has been thoroughly investigated, 
and, from the results obtained, it may be concluded 
that the alloys do not differ from other bronzes 
in this respect. There is noteworthy resistance to 
various forms of chemical attack, and in one test 
the alloy was exposed to concentrated sulphuric 
acid at a temperature close to the boiling point. 
Under these conditions, the rate of penetration 
into the metal was only 0-003 in. per year, which 
is comparable with result obtained when Hastelloy 
D—an alloy conf§ining 80 per cent nickel—was 
similarly tested. 

It is stated that the use of Superston in industry, 
generally, is steadily expanding, and it is already 
being produced by licencees in this country and 
overseas. For example Bull’s Metal and Marine, 
in Scotland, are producing turbine runners and 
other components for hydro-electric projects. Jn 
the U.S.A., the Superston Corporation, Inc., has 
been formed to market Superston products made 
by the National Division of the American Brakeshoe 
Co. and Ampco Metals, Inc., both of whom are 
making the alloys under licence. 
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Additions to the 
Range of Keighley 
Grinders 


Keighley Gririders (Machine Tools), Ltd., a sub- 
sidiary of the Newall Engineering Co. Ltd., Peter- 
borough, have recently added three new machines 
to their well-known range, namely the KFG angle 
wheelhead grinder, the type 6L cylindrical grinder, 
and the KLGG precision grinder for gauges and 
other workpieces on which a very high degree of 
surface finish is required. 

The type KLGG grinder, which is illustrated in 
Fig. 1, incorporates a number of interesting design 
features, which have been introduced principally 
to reduce vibration. A rigid construction has San 


ensured for the vee and flat table guideways by 
incorporating a Y-shaped rib centrally in the bed, 
and maximum stability has been achieved by wide 


spacing of the guideways and careful proportion- 
ing of the depths of the main and swivel tables 


Fig. 1. Keighley Type KLGG High-precision Gauge Grinder of 3j-in. Centre 


Height 
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Fig. 2. Close-up View of the Workhead on the 


Keighley KLGG Grinder 


in relation to the machine centre height, which is 
3% in. 

Particular attention has been paid to the con- 
struction of the dead-centre workhead which com- 
prises, in effect, four separate units fastened to the 
table and connected by belts as seen in Fig. 2. 
The main work-head casting carries the dead 
centre spindle only, and 
the driving plate and 
layshaft are mounted in 
separate castings, with 
the D.C. driving motor 
bolted to the table at the 
rear. A V-belt is em- 
ployed for the drive 
from the motor, and the 
final transmission is by 
flat belt. Adequate ad- 
justment for belt tension 
is provided without the 
use of jockey pulleys, 
and spindle speeds from 
20 to 396 rp.m. are 
available, the direct 
current supply being 
obtained from a. static 
metal rectifier. ‘ 

The design of the 
grinding wheel - head 
also ensures vibration- 
less operation, together 
with sensitive adjust- 
ment and positive posi- 
tioning. Self-adjusting 
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bearings, comprising centrifugal cast-iron shells 
with a thin layer of white metal, are provided 
for the Nitralloy steel wheel spindle, and lubri- 
cation is effected by oil ring from a sump. Drive 
from the motor to the spindle is taken through a 
flat belt. Automatic lubrication is provided for 
the wheel-head slideways, and a hydraulic back- 
lash eliminator is incorporated. 

It is stated that the design of the machine is 
such as to balance out any expansion of the various 
units caused by temperature change, so that, under 
normal conditions, grinding to a high degree of 
precision can be carried out within 15 minutes of 
starting from cold. The machine is guaranteed 
to grind externally to a surface finish a 1 micro- 
inch, providing that normal care is taken with 
regard to such factors as stock removal, and condi- 
tion of the centre holes. Components have been 
produced, it is stated, with a surface finish of 
0-4 micro-inch, using a 60-grit aluminium oxide 
wheel. This type KLGG machine can be supplied 
in grinding length capacities of 9 and 18 in. 

Fig. 3 shows the type KFG angle head grinder 
for heavy-duty plunge-cut and face grinding, +7 
one setting. Based on the Newall- Keighley type I 
cvlindrical grinder, this machine has a swing 
capacity of 12 in. and can be supplied to accom- 
modate 24, 36, 48, 60, or 72 in. between centres. 
An intermediate slide is incorporated to position 





Fig. 3. Type KFG Heavy-duty Angle Head Grinder Introduced by Keighley 
Grinders (Machine Tools), Ltd. 
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the grinding spindle at 45 deg. to the work, and 
the teed is applied at 90 de g. to the direction of 
table traverse. According ra requirements, provi- 
sion can be made for either an intermittent pick 
feed from 0:0002 to 0-001 in., or intermittent 
plunge feed from 0-0001 to 0-001 in. Rapid travel 
through a distance of 2 in. is provided for the 
wheel-head, and a feed rate suitable for dressing 
can be obtained by adjusting a hydraulic control 
valve. 

The third new machine, namely the 
cylindrical grinder of 3% in, centre height, 
supplied with a length grinding capacity 
18 or 24 in. While essentially a plain grinder, 
this type 6L machine can be used for grinding 
tapers by swivelling the work table, and equipment 
is available whereby concave and convex radii, 
angles and shoulders can be ground. When 
equipped with a live and dead centre work-head, 
the machine can be fitted with a self-contained 
internal grinding head and a selection of spindles 
covering a speed 1 range from 15,000 to 30,000 
r.p.m, Other equipment available includes a 
device for making compensation for wheel wear, 
so that the wheel can be dressed and the grinding 
operation resumed without the need for re-setting 
the size control. 

In connection 


type 6L 
can be 
of either 


with the introduction of these 
new machines it may be noted that the design of 

the hydraulic control 
all Keighley 
cylindric al and standard 
universal grinders 
now 


systems of 


has 
rationalized, 
so that component parts 
and sub-assemblies are 


been 


interchangeable, and 
maintenance has there- 
fore been facilitated. 


PRODUCTION OF 
DoMESTIC SEWING 
Macuines—During the 
months of December, 
November and October 
last vear, 10,600, 13,700 
and 12,800 domestic 
sewing machines were 
produced in this country 


for the home market. 


For the whole of 1957, 
the average monthly 
output — for the home 


market was 11,400, and 
the corresponding figure 
for 1956 was 9,500. 
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The Analysis of Hobbing Machine 
Periodic Error Diagrams 


By A. FISHER, F.I.M., A.M.1I.Mech.E. 


A well-established procedure! is followed for 
recording those periodic errors in table motion 
which are likely to produce inaccuracies on gears 
cut on hobbing machines. It consists of record- 
ing, on a smoked glass plate located on the rotating 
table of the machine, interrupted or notched traces 
made by “kicking” diamond points, electro- 
magnetically operated from precisely notched 
disc-shaped contact makers, accurately mounted on 
the shafts being checked. 

Usually two traces are made simultaneously, one 
from the main dividing wormshaft and one from 
the hobshaft, these shafts being geared together 
through the gears in the machine, including change 
gears—to run at a low speed ratio such as 4:5, so 
that different integral numbers of revolutions of 
the two shafts are completed simultaneously, twice 
if possible, in the length of the smoked glass trace. 
The traces are thus continued over at least eight 
revolutions of the wormshaft and ten of the hob- 
shaft. If time and staff permit, it is worthwhile 
to extend the recording over 16 revolutions of 
the wormshaft, so that 16 pitches of the main 
dividing wormwheel are covered and the identifica- 


tion of medium-length undulations or pitch errors 
is facilitated. Tests are made for both directions 
of table motion. 

The recorded traces are measured on a suit- 
able travelling-head microscope, and the varia- 
tions from regularity in the distances between the 
interruptions are plotted on separate graphs, one 
for each shaft. These variations represent the 
errors in motion between the table and the shafts 
on which the notched discs have been mounted, 
and on the graphs there is generally some notice- 
able periodicity in the variations, which appears as 
more or less mutilated undulations of a sinusoidal 
basic type. Since the kinematic connection be- 
tween the table and two shafts being checked 
consists of rotating elements, this periodicity is only 
to be expected, and the analysis of the records 
or graphs consists in identifying and relating the 
undulations with the corresponding rotating 
elements in the gear circuits between the table 
and the shafts. Fig. 1 is a simplified kinematic 
diagram of a hobbing machine rigged up for the 
test. Fig. 2 shows a typical pair of graphs (the 


All references at end of article. 





Fig. 1. Kinematic Diagram of Hobbing 
Machine Motion Test Rig-up. A— 
Driving Motor. B—Intermediate Gears. 
C—Indexing Change Gears. D—Hob 
Driving Gears (High Ratio According 
to B.S. 1498: 1954). E—Worm Driving 
Gears (High Ratio According to B.S. 
1498: 1954). F—Main Dividing Worm. 
G—Worm Thrust Collar. H—Hob. 
K—Main Dividing Wormwheel. L— 
Wormwheel Shaft Location. M— 
Notched Discs. N—Contact Maker. 
P—Smoked Glass Plate. R—Traces 
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Fig. 2. Typical Graphs 
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worm-to-hob speed ratio employed being 5 to 6). 

When plotted on squared paper, the two error 
graphs are usually made of equal length and 
divided longitudinally, the wormshaft graph into 
eight, and the hobshaft graph into ten parts (or 
according to the speed ratio selected), each part 
representing one revolution of the respective shaft. 
On each graph, corresponding ordinates of the 
sections covering ot ngs revolutions are then 
added and averaged, to obtain the “average ” 
periodic error for the frequency concerned. These 
“ average ” curves are generally regarded, perhaps 
not always obviously, as representative also of the 
“cyclic” errors for the two shaft frequencies. 
(Cyclic error is defined by B.S, 2519: 1954 as “an 
error occurring during each revolution of the 
element under consideration.”) 

The foregoing is merely a summary of the 
process commonly used, and the full de scription 
can be found in reference (1). The object of this 
article is to discuss the question of the analysis 
of the graphs, after they have been obtained from 
recordings made in the manner outlined on non- 
creep type hobbing machines. 


SOURCES OF ERROR 


It will be seen from Fig. 1 (which is dia- 
grammatic only, many of the additional inter- 
mediate gears having been omitted) that the 
only elements involved in the wormshaft-to-table 
motion in such machines are: (a) the wormshaft 
locating faces; (b) the worm itself; (c) the worm- 
wheel itself; and (d) the wormwheel shaft location 
airangements. 

When a wormshaft error graph is obtained it 
may show an undulation at wormshaft frequency 
and/or undulations at other frequencies. If the 
former is present, the causative error(s) may be : — 


(1) an error in the worm thrust faces; (2) a worm 
eccentricity error; (3) a worm pitch or lead error; 
(4) a worm thread profile error; and (5) a worm- 
wheel tooth profile error. 

If the wormshaft error graph shows undulations 
at lower-than-worm frequencies, they almost 
invariably indicate the presence of pitch errors in 
the wormwheel, resulting from errors of motion 
during the cutting of its teeth. It is unlikely that 
extraneous random errors will cause low-frequency 
recurring undulations. If the wormshaft error 
graph shows undulations at twice the wormshaft 
frequency, they indicate a possible ovality of the 
worm, waves on the lead or on the profiles, or a 
double hump on one of the thrust faces working 
against a single hump on the other. 

The elements involved in the hobshaft-to-table 
motion include a, b, c and d above, plus all the 
many gears in the complete circuit from hobshaft 
to table, which, in large machines, may number 
10 or 50. It might therefore be expecte -d that the 
hobshaft error graph would be much miore com- 
plex and show greater amplitude of error than the 
worm graph. Such a result is often obtained, but 
occasionally there is very little difference in com- 
plexity and sometimes the wormshaft error graph 
shows the greater amplitude. There is, however, 
no general rule, since many disconnected factors 
enter into this relationship. 

In addition to the sources producing regular 
periodic errors, which appear on the graphs as 
undulations, there are the usual sources of random 
errors, always present to some extent whenever 
measurements are made. It should be noted how- 
ever that the random errors of table motion are of 
two types; firstly, there are errors deriving from 
actually existing irregular dimensional errors in the 
wormwheel tooth pitching, which may be termed 
“internal” random errors, and which it is desired 
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to record as far as is possible within the limits 
ot the length of the trace. Secondly, there are 
errors arising from, or generated accidentally in, the 
recording and measuring processes, as a result of 
vibration, temperature changes, frictional slip or 
creep, or observational irregularities of any kind. 
The latter are here termed “ extraneous” random 
errors, and care should be taken to avoid them, 
as being foreign to the purpose of the tests. 


THE “MAKE-UP” OF THE ERROR GRAPHS 


The error graph at wormshaft frequency will 
probably consist of a combination of undulations 
arising from the several possible sources mentioned 
above. It may comprise: (d@) a portion of a 
“long-wave” component from medium-are pitch 
errors (a few pitches long) in the wormwheel; 
(b) a component at wormshaft frequency due to 
worm thrust-face errors; (c) a component at worm- 
shaft frequency but probably at a different phase 
position, due to profile errors in the wormwheel; 
and (d) third and fourth components at wormshatt 
frequency due to errors in worm lead, eccentricity, 
or profile. 

The (b), (c), and (d) components set out above 
will be superimposed on (a), possibly all at different 


phase positions, and may thus affect the amplitude 
but not the number of peaks in the curve, since the 
wavelengths are identical and all the waves com- 
bine into one single sine type of curve of the same 
period, as shown in Fig. 3. Superimposed on all 


these curves will be the usual 
internally or externally originated. 

Typical examples of table motion error graphs 
are to be seen in the articles “ Accuracy in a 72-in. 
hobbing machine,” Engineering, August 15, 1952’, 
and “Helical gears cut on solid table machines,” 
The Engineer, April 22, 1949°, 
Hobbing and Shaving” by A. 
M.I.M.E., 1956*. 

Some of these errors may be extremely small in 
themselves before the phasing effects combine to 
reduce (or increase) the total amplitude. In 
Grade A machines (B.S.1498, 1954), for example, 
in the manufacture of which great care is taken, 
the total amplitude of (a) over the length of the 
record may be three or four ten-thousandths (in.); 
those of (b), (c) and (d) one or two ten-thousandths 
each; and the random errors of the same order. 
The final total amplitude may thus be about seven 
or eight ten-thousandths after phasing, and the 
overlapping effects of the hob cuts on a test gear 
may reduce this figure to the five or six ten- 
thousandths (in.) which are allowed according to 
B.S.1498. 

As previously stated, the wormshaft-to-table 


random errors, 


“ Gear 


B.Sc., 


also in 
Sykes, 


MACHINERY 


VOLUME 92 


1515 


motion in a non-creep machine contains no element 
of error due to the gear pair driving the worm or 
of any other gear pair than the worm and worm- 
wheel. The different components at wormshaft 
frequency, however, cannot easily be identified with 
their separate sources from examination of the error 
graph alone. If, for some reason, such identification 
is required, other methods must be used. For 
example, the end movement of the wormshaft may 
be measured by means of a clock indicator register- 
ing on a ball placed in the end centre hole, to 
show the magnitude of the combined thrust face 
error for the direction concerned. 

The inspection reports of the separate com- 
ponents may, of course, assist in the separation 
problem, but if several component errors are com- 
bining, these reports may not provide the complete 
solution. Further, it is impossible to determine 
from any inspection report of the wormwheel what 
its effective profile errors are. An examination 
of the profile on the central transverse section 
gives no information about possible errors on other 
sections, which are equally—or perhaps more— 
likely to produce errors in motion. 

It is unnecessary, however, to attempt such 
separate identification if the “ average” error form 
closely approximates a sine-curve, since one cor- 
rection will reduce the nett effect of all errors of 
the same period, whether it is made by adjusting 
the thrust faces of the worm, by an eccentric set- 
ting of the wormshaft driving gear, by a rotation 
of this gear on the wormshaft, by a rotation of the 
worm on its shaft, should it be of the sleeve type, 
or by an endwise movement of the worm relative 
to the wormwheel. 











Fig. 3. Combination of Separate Errors into One 

Resultant, at Same Frequency. V, W, X and Y, 

Errors in Different Components; Z, Resultant 
Error in Motion 
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INTERPRETING THE ERROR GRAPH 


Interpretation of the wormshaft-to-table error 
graph requires firstly the “abstraction” of the 
“average” error at wormshaft frequency as 
explained in reference (1). When this “ average 2 
error is obtained, it is completely subtracted (i.e. 
for every revolution) from the original olen 
leaving a curve containing only the wormwheel 
periodic pitch errors, the internal and extraneous 
random errors, and possibly a portion of a long- 
wave undulation indicating a cumulative type of 
pitch error which might be identifiable with the 
corresponding pitch variations shown on _ the 
separate inspection report for the wormwheel. It 
might, in fact, be considered useful to select, in 
the first place, such an identifiable portion of the 
wormwheel for the purpose of this test, and so 
provide an additional opportunity to check the 
accuracy of the results. 

Any medium wavelength undulation of two to 
four pitches in length, if regular or recurring, is 
likely to be the “ghost” of a worm cyclic error 
in some previous machine on which the parent or 
grandparent wormwheel was cut. (The modern 
use of large numbers of teeth for dividing worm- 
wheels explains the probable extension over, say, 
two to four pitches.) The effects of these master 
wheel errors can be transmitted to the third and 
fourth generations, and one faulty master wheel, 
if used for the production of other master wheels, 
might cause scores or even hundreds of service 
gears to contain the same or a derived fault and 
emit family noise characteristics. 

By a process of continued abstraction and sub- 
traction of the “average” errors at the different 
indicated freque ncies, from the plotted original 
graph, the remaining errors may be separated one 
by one and checked against their re spective fre- 
quencies and against the numbers of teeth in the 
previous master wheels, until only the various 
random errors are left. Details of this continued 
subtraction method were described in an article® 
“Analysis of Gear Tooth Undulation Records,” 
by P. M. Gilet, of the Commonwealth National 
Standards Laboratory, in Engineering, Septem- 
ber 21, 1951. It is applicable to both wormshaft 
and hobshaft-to-table motion error graphs, and is, 
in fact, generally: known and used in hobbing 
machine inspection practice also. 

The average error curve at wormshaft frequency 
sometimes appears as a double-peaked curve, with 
one peak larger than the other. It has already 
been explained that such a form cannot be the 
result of different phasing in respect of two simple 
sinusoidal errors of equal period as these would 
combine into one simple sine-curve at the same 
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frequency Possible causes are (dad) on ovality 
of the worm itself; (b) a wave type of error in 
the worm head; (c) waves on the worm and worm- 
wheel profiles; and (d) multiple “humping” on 
the worm thrust faces. It is also possible that it 
may arise from a combination of the simple sine- 
curve resultant of various worm errors with a 
simple sine-curve error at twice the frequency of 
the worm, arising from (a), (b), (c) or (d). 

Fig. 4 shows how a combination of two sine- 
curve errors, one at wormshaft frequency and one 
at twice this frequency, can produce a double- 
peaked curve for every revolution of the worm. 
What is, perhaps, a slight difficulty in standard 
nomenclature is thus introduced, for while an error 
in motion of this type might, without objection, 
be described as a “ periodic” error in motion at 
wormshaft frequency, one can understand a 
momentary hesitation in applying the usual short 
term “worm cyclic error” to an effect which 
includes the result of an error at a different fre- 
quency from that of the worm. However, the 
error repeats itself “each revolution of the element 
under consideration ” (i.e., the worm) as required 
by B.S. 2519 for qualific ation as cyclic, so that the 
matter is apparently regularized. The fully 
descriptive term would be “ cyclic error in worm- 
to-table motion at worm frequency y. 
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Fig. 4. Double-peaked Curve of Error at Worm 

Frequency. W—Component at Twice Worm 

Frequency. X—Component at Worm Frequency. 

Y—Combined Error at Worm Frequency. Z— 
** Average ’’ Error at Worm Frequency 
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It is a point to be noted that a continuous curve 
of one regular form—a_ simple repeated  sine- 
wave—can represent the occurrence of different 
cyclic errors at different frequencies. 

To ensure that the hobshaft-to-table error graph 
shall be capable of yielding the maximum amount 
of information conveniently, it is essential to con- 
sider carefully, before the machine is set up for 
test, the question of the best speed ratio to use 
between the hob and the wormshaft. When these 
two shafts are selected for the motion test, which 
is nearly always the case, there might seem, at 
first sight, to be no need to adopt any other ratio 
than unity since: (1) the worm-to-table error would 
still be unique, that is, it would contain errors 
from no other gear than the worm and the worm- 
wheel; (2) the magnitude and form of the worm- 
to-table error would still be definitely and un- 
ambiguously determined by the test and exhibited 
on the derived graph; (3) the average error at worm 
frequency would still be easily obtainable from 
both graphs by adding and averaging ordinates; 
and (4) the average worm error would then be 
more easily and more accurately abstracted from 
the hob-to-table error graph, because the square- 
cornered “kicks” on the two records would occur 
practically simultaneously throughout the whole 
length of the records, and the points on the graphs 
would lie on the same ordinates. Thus, there 
would be no possibility of the average wormshaft 
error, as derived from the worm error graph, being 
influenced by components at the hob frequency. 

However, if this “pure” average worm error 
(i.e., from the worm-to-table error graph) were 
subtracted from the hob-to-table graph, and the 
average error at hobshaft frequency (equal here 
to the wormshaft frequency) then abstracted, this 
avesage error would contain both the error in the 
wormshaft driving gear and that in the hobshaft 
driving gear, and it would be difficult to separate 
the two for correction determinations. For this 
reason, it is the practice to adopt a speed ratio 
somewhat different from unity. 

In deciding on the exact ratio, care should be 
taken avoid any inconvenient coincidence with 
the ratios of the wormshaft and hobshaft driving 
gears. For example, if these ratios were 1 to 5 
and 1 to 4 respectively, a worm-to-hob test speed 
ratio of 4 to 5 should not be used, as this would 
cause the worm and hob driving shafts to run at 
the same speeds during the test and their respec- 
tive errors could not be fully separated on the 
graphs. To avoid this condition, the requirement 
is that the integral numbers of revolutions of any 
important (i.e., comparatively slow-speed) shafts 
completed simultaneously in the length of the 
record, should be different. 
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When these points have been covered, and both 
the wormshaft-to-table and the hobshaft-to-table 
error graphs have been plotted, the first thing to be 
done is to abstract and compare the average error 
curves at wormshaft frequency from both graphs. 
Any difference between the two average error 
curves represents the error in the driving gear on 
the end of the wormshaft, and the effect of rotating 
this gear on its shaft for correction by phase 
differentiation can be considered. (Good examples 
of difference in average worm error abstracted 
from worm- and hob-error graphs are seen in refer- 
ences (2) and (4).) The average error at worm- 
shaft frequency can then be completely subtracted 
from the hobshaft-to-table error curve. 

The average error at hobshaft frequency can 
next be abstracted from the hobshaft error curve. 
This average represents the error in the driving 
gear on the end of the hobshaft, which may be 
due to a pure or concentric cumulative pitch error 
in the teeth, a local pitch error, an eccentricity of 
cutting, an eccentricity of mounting or any com- 
bination of these factors. The separate inspection 
reports for the hobshaft, the driving gear, and 
the assembly may be examined for information on 
the source and on the possibility of neutralization 
by rotation of the gear on the hobshaft. The 
average error at hobshaft frequency can then be 
completely subtracted from the error graph, and 
the process continued. 

If the machine has been designed in accordance 
with the recommendations in B.S. 1498:1954 
(Gear Hobbing Machines), it is most unlikely that 
errors in any gear in the hob-to-table circuit further 
back than the wormshaft driving gears and the 
hobshaft driving gears will cause noticeable un- 
dulations in the error graphs, because of the 
reducing effect of high gear ratios. The operative 
clause in the British Standard is: “ A high reduction 
in the final drive from the input shafts to the main 
worm and the hob spindle should be arranged.” 
It is regrettable that in some recent machines this 
clause has been ignored, and in such cases it may 
be necessary to take out further average curves at 
the frequencies concerned, beginning with the 
pinion shafts in the hob and worm driving gear 
pairs, and to make corrections and adjustments 
which would not have been required had the above 
recommendation been followed. 
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Round Olympia With a Camera 


The Production Exhibition 





Exhibits on the stand of the Zinc Alloy Die Casters 
Association included these zinc castings made by 
Sparklets, Ltd., to illustrate the advantages of the 
vacuum die casting process. One casting was 
produced under vacuum and the other by the 
conventional method, and both were subsequently 
stoved at 330 deg. C, to simulate a normal enamelling 
procedure. This resulted in the formation of the 
blisters seen on the right-hand casting, which are 
entirely absent from the vacuum casting 
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Two systems of control may be employed on this 
Peddinghaus automatic machine, exhibited by 
Surfard, Ltd., to govern the temperature at which 
quenching is performed. One of these systems 
employs a timing apparatus to initiate the movement 
of the indexing table to carry the heated part to the 
quenching position. The other method utilizes the 
Milliscope pyrometer seen in the right foreground 
to measure directly the temperature of the com- 
ponent by comparing its colour with that of a 
calibrated incandescent lamp 





With this machine made by Shoreham Precision 
Tools, Ltd., shown on the stand of Desoutter 
Brothers, Ltd., two sizes of ball chain sprockets can 
be dimpled. The sprockets are employed in the 
ribbon-driving mechanism of the Underwood Golden 
Touch typewriter seen in the background. After 
loading and clamping the component, the operation 
is performed by moving the handle in the fore- 
ground, which advances, and simultaneously starts, 
the 12 Desoutter M63 pneumatic drills 





This servo-controlled mechanism, which, in a more 
advanced form, could be employed for the positioning, 
of either a tool or component automatically and 
accurately, employs electro-hydraulic units and was 
demonstrated by Rotol, Ltd. The mechanism was 
controlled by a tape recorder which could be fed 
with signals by drawing on a pad in an input unit. 
Signals from the tape were then fed into the two 
electro-hydraulic actuators shown, linked to a pen, 
which was thus caused to trace out a copy of the 
original drawing 








The ease with which components 
made from magnesium alloys can be 
machined was demonstrated with 
this set-up, on a Ward No. 7 lathe, 
on the stand of Magnesium Elektron, 
Ltd. In the sequence of operations 
on textile machine flanges, which 
were performed with the highest 
available spindle speed of 1,000 
r.p.m., and with high feed rates and 
heavy cuts, a total of 40 cu. in. of 
metal, weighing 24 Ib., was removed 
in a floor-to-floor time of 2} min. 


On the Magdeburg DH300 semi- 
automatic lathe exhibited by Hicks 
Machinery, Ltd., the new mech- 
anically-operated overhead plunge- 


forming and facing slide was 
demonstrated. Tracer-controlled 
tools on the front and rear slides 
were employed to carry out 
roughing and finishing cuts simul- 
taneously on the shaft, and the 
vertical slide was then fed in 
automatically to cut two grooves 
in the periphery. Control of the 
vertical slide motions is by means 
of limit switches operated by 
adjustable dogs on a bar attached 
to the slide, which actuate electro- 
magnetic clutches 
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Levitation melting was demon- 
strated on the stands of Radio 
Heaters, Ltd., and the British 
Electrical Development Association. 
The first-named exhibit is here 
shown, and employs a 6-kW., 
Radyne unit operating at a fre- 
quency of 450,000 cycles per sec. 
The blob of aluminium alloy here 
seen within the coil is supported 
magnetically while it is heated by 
the high-frequency current. Other 
exhibits on this stand included 
shaft-hardening and induction bra- 
zing set-ups 
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of a Component on a 


Wickman ,Chucking Automatic 


In the accompanying illustration is shown a 
Wickman 6%-in. capacity 6-spindle automatic, fitted 
with loading and unloading equipment for handling 
a cast iron workpiece. An interesting feature of the 
arrangement is that the machine is set for double 
indexing, and means are provided for turning the 
casting through 180 deg., and re-loading it, so that 
operations are performed on both sides during the 
one cycle. 

The castings, as seen at A, are placed by the 
operator in the inclined magazine, and are released, 
in turn, by an air-operated latch B, into a holder C. 
This holder is then turned through 90 deg., by 
means of an air cylinder, and the casting is dis- 
charged into a chute D, where it is arrested at the 
position E, ready to be picked up by a loading 
arm F and inserted in the chuck G, at station 
No. 5. The swinging and axial movements of 
the loading arm are air-operated, and the work- 
piece is gripped by means of spring-loaded fingers, 
which enter the central hole. 
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Wickman 6§-in. 6-spindle Chucking Automatic Fitted with Work Handling 
Equipment which, in Conjunction with Double Indexing, Enables Both Sides of a 
Casting to be Machined during One Cycle 


After the spindle drum has double-indexed, in 
the anti-clockwise direction, to bring the work 
successively to stations No. 1 and No. 3, at which 
the machining operations on one side are carried 
out, and then back to the starting position (No. 5), 
the casting is removed from the chuck by the 
loading arm F, and placed in a holder H. This 
holder is then turned through 180 deg. by means 
of an air cylinder, so that the workpiece is reversed 
and falls into the jaws of the secondary loader K, 
which transfers it to the chuck J on the spindle at 
station 6. 

Machining operations are carried out on this 
side of the workpiece at stations No. 2 and 4, 
and the completed casting is then removed from 
the chuck by the loading device K, and deposited 
in the chute L. Careful arrangement of the tool- 
ing has enabled 19 operations to be performed at 
the four working stations, and the cycle time for 
the complete sequence of cutting and loading 
operations on the machine is only 30 sec. 
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THE STEEL 
Figures 


booklet 


IN 
INDUSTRY— 
included in a 
published — by 
The British Iron and 
Steel Federation — indi- 
cate that the cost of the 
post-war development 
programme for the steel 
industry has so far 
amounted to about £600 
million. By last year, 
the rate of expenditure 
had to nearly 
£100 million per annum 
and is expected to con- 
tinue at this level into 
the 1960's. 

Output steel in 
1957 million 
tons or 71 per cent more 
than in 1946. By 1958, 
productive capacity will 
have risen to 23% million 
tons, and by the early 
1960's to 29 million tons 
per annum. 
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Work Transfer Methods in Die 
Casting Production 


By H. K. and L. C. BARTON 


For half a century or more, die casting has been 
a process quite obviously possessed of enormous 
potentialities for fast and invariant production, but 
only during the years since the war has the gap 
between potentialities and actual achievement 
begun to be decreased. What die casting, as a 
process, is capable of in speed, precision, and 
reliability has been clearly shown, at least since 
the beginning of the century, by the various sorts 
of type-casting machine, which produce (and in 
many instances transfer and stack in order) 
separate characters or slugs forming lines of type. 
In some of these machines, the selection of an 
appropriate succession of matrices or dies, and the 
injection of metal into them, is controlled from 
a manual keyboard directly. In others, a similar 
keyboard produces a punched tape upon which 
the selection instructions are coded, and the pre- 
pared tape is fed into a separate type-casting 
machine. 

Such machines, from their inception, have em- 
bodied many of the principles that now find wider 
application in multi-station installations for the 
processing of a variety of products. Their early 
successful development was due to the very limited 
range of distinct pieces that had to be produced 
and, of course, to the enormous quantities in which 
pieces of type were required. The absence of 
any need for durability in the product, also the low 
melting points of the alloys, and their capacity 
for high definition were contributory to the 
development of type-casting as an almost com- 
pletely automatic variant of the normal die-casting 
process. 

The lines along which the die casting process 
must necessarily develop have accordingly been 
clear for a very long time, but only fairly recently 
have improvements in control mechanisms made it 


possible to extrapolate the procedures that operated 
effectively in casting a fraction of an ounce of type- 
metal, and apply them with equal effectiveness to 
far larger and more complex components in zinc 
and aluminium alloys. At present, the most fully 
automated installations for producing small zinc 
die-castings fall little short of type-casting in speed, 
and sometimes involve more elaborate work cycles, 
while for larger components, the extent to which 
production is rendered automatic no longer depends 
upon technical limitations, but is solely a matter 
of economics. 

Where the required quantities will amortize the 
ancillary control equipment and transfer devices 
(which may cost several times as much as the dies 
themselves), virtually any component can be cast 
in a fully-automatic sequence embracing all neces- 
sary secondary operations. Commonly, however, 
such a degree of automation is not called for. A 
break in the processing cycle may, in fact, be 
advantageous when there is considerable disparity 
in the times needed to carry out two successive 
operations. Other factors, too, militate against 
completely automatic “in-line ” processing, one of 
which—at least for the present—must be _par- 
ticularly stressed, namely the processing of sub- 
standard castings that inevitably takes ys when 
components are transferred directly from the die 
to a train of secondary tooling. 

It does not actually make much difference to 
the overall efficiency of in-line processing if a pro- 
portion of sub-standard castings is passed through 
and subsequently rejected, since the total output 
of sound castings remains the same at whatever 
stage the faulty ones are detected. It frequently 
happens, however, that the performance of a 
secondary operation makes it more difficult to 
detect a fault. For example, it is possible to 
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Die Casting Machines Secondary Operations 
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result in trapped gases 
and a highly porous cast- 
ing which a _ conscien- 
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detect blemishes in a cored-out bore, caused by 
the trapping of air, with one hundred per cent 
efficiency by a quick visual inspection of the as- 
cast holes, with their smooth reflective surfaces. 
Once the holes have been tapped, on the other 
hand, such faults are much less easy to detect. 
There is also the disadvantage that certain faults 
(such as the breaking of a core-pin forming a hole 
that is to be tapped) originating in the casting 
process may result in damage to tools at a later 
stage. There are thus cogent reasons why some- 
thing short of completely automatic processing may 
be desirable for many die castings, even where 
it would appear, at first sight, to be practicable. 


THE IMPORTANCE OF INSPECTION AT THE MACHINE 


On all but the very smallest machines, it is, in 
fact, desirable that the operator should be able 
to inspect the casting as it comes from the die, 
and before it passes to the trimming station. Since 
the usual locations of faults soon become known 
to the operator, quite cursory inspection establishes 
the general soundness of the component. More- 
over, the operator has the advantage over an 
inspector, to whom the casting comes “out of 
context,” as it were, that he knows in advance what 
sort of faults he is looking for, since, to a large 
extent, defects are correlated with fluctuations in 
operating conditions. Flow-marks and seams, for 
instance, are most likely to occur just after the 
machine is started up, following an extended pause, 
whilst the application of excessive lubricant may 


methods of carrying out 
secondary operations it 
is normally possible to 
process the whole 24-hour output of the foundry 
during a single day-shift. This procedure has many 
operational advantages—in particular it facilitates 
the use of female labour—and unless the sequence 
of secondary operations can be made entirely auto- 
matic, so that individual operators are not required 
except at the die casting machines, the spreading- 
out of finishing processes over the whole 24 hours 
is not justifiable. 

This admitted fact is sometimes used to bolster 
up assertions that in-line processing, as such, is 
not really tenable—or is intrinsically inefficient— 
under the peculiar conditions obtaining in die 
casting seilctien. Nevertheless, the only point 
that need be conceded is the divorce of produc- 
tion at the machine from the secondary operations. 
If the tempo of the latter be increased so as to 
average two and a half to three times the casting 
rate, single-shift in-line processing can be quite 
satisfactorily linked with 2- or 3-shift machine 
operation. 

In writing “ production at the machine” rather 
than “ production in the machine ” in the foregoing 
paragraph, the intention was to avoid separating 
the casting operation, as such, from the rest of the 
work-cycle. In some instances, as will be shown, 
it is more advantageous to carry out some 
trimming and other operations at the die casting 
machine than to include them in the faster 
sequence of secondary operations. Provided that 
the performance of these additional operations does 
not slow down the casting cycle—and it is found 
that where automatic transfer from die to trimming 
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tool is adopted, the casting cycle tends to be 
reduced rather than lengthened—there is no par- 
ticular reason why they should not precede the 
break in the work cycle. 


CONVEYOR SYSTEMS ARRANGED FOR WORK BANKING 


Re. ent improveme nts in conveyor systems have 
made them much more adaptable to interrupted 
work-cycles, and various means of shunting work 
from the main driven conveyor into un- driven 
sidings—* dead lengths”"—and of disconnecting 
the drive from loaded carriers so that they bank 
up along the conveyor instead of being carried 
forward, are of particular interest in this regard. 
Banking the work on a stretch of the main con- 
veyor is the simpler method mechanically, and 
an installation of this sort (Fig. 1) at the Graisley 
Hill Works of the Wolverhampton Die-casting Co., 
Ltd., has previously been described (MACHINERY, 
90/707—29/3/57) in some detail. 

The essential features of such a conveyor are that 
the operator of the die casting machine should be 
able to engage a loaded carrier with the driving 
chain at will (continuously moving work carriers 
are not ideally suited to the die casting shop), 
that the carrier should automatically disengage 
on reaching the storage length, and that carriers 
from the bank thus formed should be capable of 
engagement with the 
driving chain and de- 
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Fig. 1, each die casting machine has its own con- 
veyor, and this is a necessary feature (except in 
the unlikely event that all the machines are pro- 
ducing the same component) because carriers are 
released from the bank in the same order as they 
entered. A conveyor of this sort, serving a battery 
of machines engaged on miscellaneous production, 
would bank and release the work in a random 
manner, and it would be difficult to arrange a 
simple means of delivering the carriers to their 
appropriate processing stations. 

This difficulty is obviated by the use of a main 
conveyor prov ided with as many sidings or branches 
for storage as there are productive units. Each 
die casting machine then has its assigned storage 
conveyor into which the loaded carriers are auto- 
matically shunted. The storage conveyor may be 
“ dead ” or—preferably, for die casting purposes— 
may consist of a subsidiary closed- loop conveyor 
that can be made intermittently “live.” Such an 
arrangement enables the work to be fed back into 
the main conveyor at will. With an installation 
of this sort—for example, the “ Teleflex” conveyor 
displayed at the recent Mechanical Handling 
Exhibition (Macuinery, 92/1118—9/5/58)—two 
different methods of operation are possible. 

With the first method, the storage loops serve 
also as feed conveyors to the secondary-operation 
line, as indicated schematically in Fig. 2. Work 





livery to the _ first 
secondary operation 
station as seve} and 
at a rate in no way 
affected by the rate at 
which loaded carriers 
are fed in. Where both 
the die casting machine 


+ 
} ces 
and the finishing line =e 
t 
+ 
|G 
| 
+ 


Raw Castings 


Die Casting 
can 


operate over the same 
working periods, such a 
conveyor provides a 
buffer stock to keep the 
line going should casting 
be interrupted for a 
period. A storage con- 
veyor of adequate capa- 
city to bank the output 
for a complete shift, 
however, allows of con- 
tinuous working in the 
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may be re-loaded after it has been processed, 
and fed back to the main conveyor for transfer to 
another department, and scrap and trimmings may 
likewise be conveyed to the foundry for remelt- 
ing. To ensure that the work carriers are initially 
shunted to their proper storage lengths it is, of 
course, essential that the system should be selective, 
and the same means of selection may be utilized 
to re-route partly- or wholly-processed work 
through the system. In the “Teleflex” instal- 
lation, this result is achieved by a simple switching 
device. Each carrier continues along the main con- 
veyor until it engages an appropriately-positioned 
trip-lever, which diverts it into an adjacent storage 
loop. For easy recognition by operators the car- 
riers assigned to each storage loop are colour- 
marked. 

With the alternative method, depicted in Fig. 3, 
the loop conveyors serve solely for storage, the 
processing ‘lines being served by dead or gravity- 
feed branches, as indicated. This arrangement has 
the advantage that the construction of the storage 
loops can be very simple—there need, for jaa 
be no rise or fall, or horizontal convolutions, to 
bring the carriers to an appropriate delivery point 
—and their locations can be freely determined. 
The loops can therefore occupy space high above 
the working area of the shop and can, indeed, 
be tiered, should this be desirable, since it is 
possible to feed into a storage loop from any point 
on a rising or falling stretch of the main conveyor. 

At the bottom of the sketch is seen the discharge 
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end of the system, consisting of a series of branch 
conveyors for feeding the various proce ssing lines. 
These branches, if necessary, may also be ‘loope »d 
for bringing processed work back to the main 
conveyor, as for the first method described. Since 
the storage and feed conveyors may be se parated 
by a considerable distance, there is like ly to be 
an appreciable delay between the release of work 
carried from storage and its entry into the 
appropriate feeding loop. It is therefore 
desirable that each feed conveyor should provide 
for storage of half a dozen or so carriers, and the 
controls should be linked so th it, when a carrier is 
released from this latter stock and brought to the 
work-station, another carrier is released from 
storage automatically. After travelling along the 
main conveyor, this carrier is automatically 
switched into the feed loop to replenish the buffer 
stock. 

As will be clear from the layout, the storage 
loop can be kept switched out of the circuit if 
necessary, and work from the die casting machine 
carried direct to the temporary storage bank of 
the processing line. This may be desirable if, for 
example, it is found that damage to a die—perhaps 
a core breakage—has occurred during the night 
shift with the result that a long succession of com- 
ponents is faulty and unsuitable for the normal 
processing sequence. It can also be arranged with- 
out difficulty, in all conveyor systems incorporating 
a disengageable drive to the work carriers, for 
the switching device to cease to operate should the 
storage loop be completely filled. 
Subsequent work carriers are then 











carried forward and switched into the 











temporary storage bank, if one is pro- 
vided, or are carried round and 
round the main loop until the pro- 
cessing of components has left a gap 
in the storage loop, and the switching 
device can again operate. 

Most of the foregoing features can 
also be obtained with the simpler and 
less expensive layout seen in Fig. 4, 
although at the cost of some flexi- 
bility of vertical and horizontal posi- 
tioning. As will be observed, the main 
conveyor is again a close d loop seryv- 
ing the various de »partments. Work 
from the die casting machines (bot- 
tom centre) is placed directly on the 
conveyor carriers and moved to the 
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left, where the main conveyor rises 
slowly to a higher level, as indicated. 








Fig. 3. An Alternative Layout with Separate Storage and 


Feed Conveyors 


From this level a series of dead 
branches—merely rails on to which 
the carriers can be diverted—are pro- 
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vided, with 
described. 
conveyor 


selective switching as 
After this infeed length, the main 
descends to a slightly lower level— 

1 foot or so fall suffices—and returns down the 
aha side of the shop. 

It is thus possible for the storage branches to 
be given a slight inclination, so that work is banked 
up at the lower ends and can be fed out easily on 
to the main conveyor again, for transfer to the 
processing lines or—where batch processing is 
practised—for discharge in the fettling shop. The 
processing stations may likewise be fed by branch 
lines with gravity fall, as shown on the right, but 
since these branches will, in general, be required 
to descend to a fairly low level, the feeding 
back, of partly-processed work, scrap castings, 
and trimmings to the main line should not generally 
be attempted. 

By the use of one or other of the systems 
described, which are susceptible of considerable 
detailed modification to suit the requirements of 
particular shops, the difficulty of bulk storage and 
of correlating the rate of processing with the rate 
of production is eliminated. The combination of 


already 


conveyance and storage eliminates handling and 
floor transport, and, in normal a 
’ 


assures 
the processing of components in the order of cast- 
ing just as in uninterrupted line production. With 
this problem surmounted, improvements in the 
detailed handling of parts at the die casting machine 
and during processing can be considered. 

At the present time it is usual, even on machines 
working to a fully-controlled operating cycle, for 
removal of the casting from the die to be performed 
manually. Smaller castings may drop from the 
ejectors, but with such parts we are not at the 
moment concerned. When, however, castings are 
of such a size and shape that manual removal is 
slow and difficult, or when clearance between the 
dies is only slight, it becomes necessary to provide 
some degree of mechanization, or at least of 
mechanical constraint, when the casting is being 
moved laterally between the die members. Such 
provision is essential merely to ensure that the 
casting is moved along exactly the same path at 
every cycle, and does not foul projecting parts of 
the tool. 

Until recently it had been tacitly assumed that 
unless a casting presented extreme difficulties of 
removal, the use of transfer devices could not be 
justified, but as the Preryegg of faster and 
fully-automatic work cycles is now beginning to 
be ‘imple mented, it is dudes that within a few 
vears transfer mechanisms will become standard 
equipment on machines above, say, the 150-ton 
size. ed the great variety of transfer methods 
devised in past years, however, few are of really 
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Fig. 4. By Arranging for Appropriate Changes 
of Level in the Main Conveyor, Castings May be 
Banked on Inclined, Gravity-feed Storage Tracks 


general application (since they were virtually all 
developed for specific and rather typical com- 
ponents), and only two broad lines of approach 
seem likely to prove of real value in the long run. 


TRANSFER ARRANGEMENTS FOR REMOVING CASTINGS 
FROM MACHINES 


In early attempts to remove castings from the die 
by mechanical means, it was sought to simulate 
the hand of the operator, by arranging that the 
sprue should be gripped in various ways, pre- 
paratory to jerking the spray of castings sideways 
off the ejectors. This method never proved satis- 
factory over an extended period of operation, 
since the resistance to a straight sideways pull is 
considerable as soon as the ejectors become even 
slightly worn or axially displaced, as indicated 
Fig. 5. Although this difficulty can be overcome 
by imparting a compound movement to the 
gripper, the mechanism is thereby rendered much 
more complicated. The only instances where a 
transfer device of this type is preferable to the 
mechanisms described below, are those in which 
it is necessary to rotate the component about the 
axis of the sprue in order to achieve an orientation 
more favourable to withdrawal between the tie- 
bars. 

The simplest general-purpose method of unload- 
ing work from the die casting machine, and one 
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that usually entails no alterations to existing dies, 
is to use a transfer plate reciprocating along a fixed 
path normal to the axis of die travel, as in Fig. 6. 
Distance x is determined jointly by the length of 
the opening stroke of the machine ‘and that of the 
ejector stroke needed to bring the casting com- 
pletely clear of the moving die member. The 
transfer plate consists of a light frame carrying a 
sufficiency of locators—bushes, pins, or plates 
shaped to the casting profile—to support the cast- 
ing when the ejectors are withdrawn. 

In operation, as indicated in Fig. 7, the die is 
opened after injection has taken place and the 
moving member is completely retracted. If the 
machine is fitted with rack-and- -pinion or inde- 
pendent ram ejection, as is ge neral in the U.S.A., 
although not yet so common in Europe, the casting, 
at this stage, is still completely engaged with the 
moving member. The transfer hie is then 
moved into the die space and comes up against 
positive stops to align the nest with the casting. 
When the latter is ejected from the moving 
member, it is thrust forward into engagement with 
the transfer plate, and the ejectors are immedi- 
ately retracted again to leave the casting supported 
by the plate. Finally, the plate is withdrawn 
laterally from the die, the component being un- 
loaded, as a rule, by an assistant while the next 
casting is being made. 

On machines arranged for bumper-bar ejection, 
the design of the transfer plate and the sequence 
of the operations are necessarily somewhat 











different, as indicated in Fig. 8, since the casting 
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Fig. 5. Withdrawal of the Casting in the Direction 
of the Arrow is Rendered Difficult by the Fact that 
it is Partially Anchored to the Ejector Tips. 
A Small Movement Away From the Ejectors Must 
Usually Precede Lateral Removal 
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Fig. 6. The Transfer Plate is Moved into the Die 

Space to Receive the Casting as it is Thrust 

Forward on the Ejectors. Transfer Plates 
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the Casting from Being Dragged Out Again as the 
Ejectors are Retracted 


moves back for only part of the die stroke, and 
thereafter remains stationary while the die com- 
pletes its movement. It is necessary, therefore, 
to engage the casting laterally, and the fixture or 
nest takes the form of a set of rods or shaped 
rails so positioned as to support the casting at 
points not likely to be effected by flash forma- 
tion. Guide rails may be cut from thin steel strip 
or formed from rod, and are normally welded 
to a rectangular frame. 

When fully engaged with the fixture, the casting 
is, of course, still supported on the ejectors. The 
fixture must therefore have a certain amount of 
over-run, and during the additional portion of the 
stroke it is displaced slightly, in the forward 
direction (by means of a roller and plate-cam or its 
equivalent), so that the casting is freed from the 
ejectors. It can then be moved sideways out of 
the die space, leaving the tool free to be closed 
for the next shot. The casting may be slid out 
of the fixture by hand, or, as in the sequence 
depicted in Fig. 8, may be arrested by a stop 
before the fixture has comple ted its outward move- 
ment. On being thus discharged from the fixture, 
the casting is usually allowed to slide 
chute into a shallow water-quench. Alternatively, 
as seen in Fig. 9, large castings may be trans- 
ferred to a conveyor, on which they are carried 
forward to a processing station. 

If hydraulic rams of small bore and long stroke 
are utilized, their operation can readily be incor- 
porated in the controlled sequence of machine 
movements, and unloading them becomes entirely 
automatic. With such an arrangement, the 
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operator has, in effect, more time to inspect the 
die faces, ejectors and cores at each shot, even 
if the period during which the die remains open 
is, in fact, reduced. Occasionally, the operator 
may need to over-ride the selector control and 
delay die closure by means of the manual control, 
in order to remove metal debris or apply lubricant. 
For the most part, however, a die so equipped 
can not only operate on continuous cycle with a 
predetermined “open-die” phase (for this is 
always possible if the dwell with the die open is 
sufficiently long) but can work with minimum dwell. 

The sequence of simple work unloaders shown 
in Fig. 7 to 9 serve the indicate the elementary 
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functioning of such devices, and are a necessary 
background to the description of more complex 
mechanisms. Actually, the more complicated 
sequences were employed first, and it is only very 
recently that the economies inherent in fitting 
unloaders that do nothing also have been realized. 
The first devices of this kind to be introduced were 
developed from manual insert-loaders, examples 
of which have frequently been described in 
Macurnery’s Die Casting Supplement. A simple 


insert-loader, illustrated in Fig. 10, consists of two 
plates A and B, slidably joined. 

The plates are held in position by rods R, which 
slide in guide bushes mounted in the plate B, the 
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Fig. 7. Work Transfer Sequence with Manual Removal of the Casting. Fig. 8. Work Transfer Sequence 
Arranged to Provide for Automatic Discharge of the Casting into a Chute. Fig. 9. Work Transfer Sequence 
Arranged for Automatic Delivery of the Casting to a Conveyor 
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Fig. 10. A Simple Insert Loader 


parts being so dimensioned that the end of the 
rod R comes flush with the end of the bush just 
before A comes into contact with B. The inserts 
to be loaded into the die are placed quills, 
disposed on the same centres as the insert seatings 
in the cavity, and the loader is placed between 
the die blocks. It is located on the register pins— 
or other pins specially provided—so that the 
inserts are aligned with their respective seatings. 
The die is partly closed, to collapse the loader and 
transfer the inserts to the die, and the moving 
member is then withdrawn again to permit removal 
of the loader. 

Since insert-loaders (or “ pre-loaders” as they 
were first termed) are most valuable when a large 
number of inserts is to be positioned at each shot, 
it often proved difficult to make loaders  suffi- 
ciently light to permit ready handling. This 
difficulty was overcome by providing a rail from 
which the loader could be hung, and upon which 
it would be run into and out of the die space—at 
first, by hand. The obvious next step was to fit 
an air cylinder to reciprocate the loader and a 
pair of micro-switches to control its transfer posi- 
tion. With such a set-up, there is one operational 
disadvantage, namely that the moving member 
must be backed off to permit withdrawal of the 
loader. The necessary backing off, however, pre- 
sents less difficulty now that it did a few years 
ago, since with most electronic control systems 
provision can readily be made for the additional 
movement. 


LOADER/UNLOADER DEVICES 


From devices of this sort was developed the 
loader/unloader, which, in its initial form, was 
merely re-inserted as the die opened, to receive 
the ejected casting. Such an arrangement was 
obviously only practicable | when the components 
incorporated fairly robust “ through” inserts, and 
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is shown in Fig. 11. 

components with shrouded inserts, 
mushroom-like knob in Fig. 12, 
loader/unloader was required. One end carried 
a pre-loading fixture, and the other a transfer 
plate, which, in this particular instance, required 
only a set of circular nests. These items were 
secured at the ends of a reciprocating member 
mounted above the die space, as seen in Fig. 13, 
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Fig. 11. Here a Reciprocating Insert Loader is 
Utilized also for the Removal of the Casting 
from the Die 
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Fig. 12. If the Insert Does Not Pass Through the 
Casting, but is Shrouded, it is Necessary to Provide 
Separate Loading and Unloading Fixtures 


in such a way that they could be brought altern- 
ately into alignment with the cavities. 

The sequence was then as follows: (1) advance 
loader into open die; (2) partly close die to transfer 
inserts; (3) withdraw moving half to clear loader; 
(4) retract loader to neutral position; (5) close die 
fully; (6) inject metal and pause; (7) open die and 
advance unloader; (8) eject castings trom cavity 
into unloader; (9) retract unloader to fully with- 
drawn position and thus (1) advance loader into 
open die. With this set-up, the operator can re- 
charge the loader with inserts, and the assistant 
can remove the castings from the unloading fixture, 
during the “closed die” phase of the cycle. In 
order that these operations can be performed in 
safety, the machine guard should be arranged to 
advance immediately after stage (4) of the 
sequence. 

A rather ingenious variant of this arrangement, 
developed by colleagues in the U.S.A., may be 
described here, since, although it is not of general 
application, it does simplify the sequence in 
instances where it can be adopted. With this 
method, a loose cavity plate, which remains in 
position within the die during injection, is em- 
ployed as a loader (Fig. 14). The sequence is 
thus reduced to: (1) advance loader into open die; 
(2) fully close die; (3) inject metal and pause; (4) 
open die and advance ejectors; (5) retract ejectors; 
(6) retract loader, remove spray of castings, posi- 
tion new set of inserts and (1) advance loader into 
open die. 

The main reason for adopting this type of 
loader/unloader would appear to have been 
increased ease in locating a small number of long 
inserts that could not easily and safely be placed 
in the cavity of a normal die. In the past, this 
difficulty has occasionally been circumvented by 
arranging for the whole moving member to slide 
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laterally across the platen into a position which 
afforded adequate loading clearance. Where the 
cavity in the moving member is shallow, however, 
the use of a lighter, sliding, cavity plate as a loader 
is clearly an improvement. 

A partial section through the closed tool (Fig. 
15) indicates one of the more significant limita- 
tions. From the sequence indicated above, it will 
be noted that ejection takes place before the loader 
is reciprocated out of the die space. Actually, the 
ejector stroke is so arranged that, whereas the 
castings are freed from the cavity proper, the 
inserts are left partly engaged with their seatings. 
This stroke must also provide for a slight clearance 
between the forward end of the insert (or in some 
cases the tip of the sprue) and the face of the 
fixed member. With the castings lodged loosely 
in this manner, the ejectors are retracted to allow 
the plate to be moved sideways out of the die. 

This ejection sequence necessitates the location 
of the ejector tips below the surface of the moving 
member when they are fully retracted, as in the 


figure. In consequence, the inserts are not 
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Fig. 13. Work Transfer Sequence for a Loader/ 
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supported by the ejectors, and must either be 
shouldered at, or below, the cavity intersection 
(some are, of course, ground on the exposed length 
for functional reasons) as on the left, or, if of 
large size—so that an ejector of smaller diameter 
is sufficiently stiff—must be located at the bottom 
of the seating, in the manner indicated on the 
right. The two inserts are of different lengths, 
and it will be noted that, since the distances x 
and x, must be the same for both, the ejectors 
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Fig. 14. Work Transfer with a Laterally Recipro- 

cating Cavity Plate. The Normal Die Ejectors 

Loosen the Casting in the Plate and Ejection is 
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are set back different distances from the face of 
the moving die block. In this particular example, 
where the difference is small, this requirement is 
not a serious drawback, but if the disparity were 
great, the free travel x is likely to occupy an 
excessive proportion of the available ram stroke. 

At present, insert-loading techniques and ex- 
cavity transfer methods generally are undergoing 
rapid development, and it was recently announced 
by a leading U.S. maker of die casting plant that 
large machines can now be supplied complete 
with transfer mechanisms capable of most of the 
movements described above (for a complex loader 
can normally be adapted to a simpler sequence), 
and with provision for trimming the components 
as they are held in the unloader. This last 
feature indicates the direction in which the future 
of automatic casting transfer lies. Although, 
from the standpoints of safety and speed it is 
certainly a considerable advance to remove work 
from the die mechanically, even if it is then cosy 
thrust free or removed by hand, the advantage, i 
many instances, of transferring directly from the 
die to a trimming station is obvious. 


THE PropUCTION OF COMMERCIAL MOTOR 
Venic.es, of less than 15-cwt. carrying capacity, 
during the first three months of this year, totalled 
13,609, 13,888, and 17,066, the last figure, it should 
be noted, being for March, which was a 5-week 
period. The corresponding totals for 1957 were 
8,863, 9,752, and 13,379. 
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Some Examples of Plastics Tooling 


By V. L. FULCHINO* 


In the development and production of small gas 
turbine units for aircraft, the tool engineers 
encounter many problems. To maintain a competi- 
tive position in this expanding industry, the 
General Electric Co., U.S.A., recognized that tool- 
ing of the necessary quality must be produced 
quickly and economically. Small aircraft units 
require close-tolerance parts of such intricate forms 
that the practice of making a small initial batch 
without tooling could not be adopted for the 
majority of components. In overcoming this pro- 
blem, a new approach to tooling was tried, and the 
application of plastics to tool and die manufacture 
was evaluated and accepted. Experience with the 
use of plastics so far has resulted in substantial 
savings in practically every instance, and some- 
times the reduction in the cost of a tool has been 
as much as 85 per cent. 

Various kinds of plastics materials are available 
for tooling applications, and the most common are 


based on polyester, phenolic or epoxy resins. 
Plastics of the first two types have found only 
limited use, but the epoxy-based plastics are used 
for approximately 95 per cent of the tooling 
requirements at the small aircraft engine depart- 


* Small Aircraft Engine Department, General Electric Co,, U.S.A. 


Fig. 1. Plastics Knockout Block, Which Has Been 

Used in Place of a Similar Steel Part, for a 

Trimming Die Employed in the Production of 
Forgings for Turbine and Compressor Blades 


Fig. 2. Difficulties Associated with the Inspection 

of the Internal Splines of the Part Seen at the 

Right were Overcome by Casting a Plastics 
Replica, Shown at the Left 


ment of General Electric. Various types of epoxy 
resins and hardeners are available which will pro- 
duce stable plastics materials, when mixed in the 
correct proportions and cured at room temperatures 
for a specified number of hours. The type of 
material to be used is determined by tooling 
requirements. 

Many interesting examples of the applications of 
plastics tooling are concerned with the manufac- 
ture of the blades for turbines and compressors. 
Since these parts incorporate aerofoil contours, the 
cost of steel tools would have been prohibitive. For 
example, it is required to hold and locate a com- 
pressor blade by the aerofoil section during mill- 
ing, grinding and checking operations on the dove- 
tail root portion. A suitable fixture can be made 
readily by moulding plastics material around the 
aerofoil blade. Similarly, plastics milling fixtures 
for compressor blades have almost entirely replaced 
those of the conventional steel guillotine-type. Such 
plastics tools not only require less time for manu- 
facture, but can be produced for about one-tenth 
of the cost offthe conventional steel type. 

N2 
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In Fig. 1 is shown a plastics knock- 
out block for use in a trimming die 
for compressor blades. Such blocks 
can be made more accurately in 
piastics than in steel, and, moreover, 
their cost is approximately 20 per 
cent of that of the steel tools. In 
another instance, a fixture was re- 
quired for holding a turbine blade 
during accurate stamping operations 
on the blade side of the platform. A 
reinforced plastics fixture was used to 
locate the Blade by the dovetail root 
portion, and to hold it in a vertical 
position during stamping, and _ this 
tool was produced at considerably less cost than 
would have been required for an equivalent steel 
tool. 

Other plastics tooling equipment which has been 
used to assist in operations on turbine blades and 
compressor blades, includes :—tumbling fixtures; 
polishing blocks; die models; scribing and sawing 
fixtures; electro-etching marking blocks; grinding 
fixtures; honing tools; and inspection equipment. 

In connection with the inspection operations, 
difficulty was experienced in checking the internal 
splines of the partly-machined pinion shown in 
Fig. 2. This pinion was required for a small gas 
turbine, and the internal splines could not readily 
be checked by either optical or mechanical means. 
Inspection was facilitated by using the part as a 
mould to produce the plastics casting seen at the 
upper left, the external form of which could be 
checked without difficulty. By using a plastics 


Fig. 4. 


material which has a low coefficient of shrinkage, 
it was possible to obtain a duplicate of the 
degree of 


internally-splined bore to a 


accuracy. 


high 





Fig. 3. At the Right are Two Plastics Fixtures for Sub-assembly Opera- 
The Mould from which They were 


tions on Rear Compressor Shafts. 
Made is Seen at the Left 
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A Steel Wrench with an Internally-splined Plastics 


Insert which was Cast from a Production Part 


Plastics tools have also been used for sub- and 
final-assembly operations, and plastics holding fix- 
tures, for sub-assembly operations on compressors, 
are shown in the centre, and at the right, in Fig. 3. 
These fixtures were required to facilitate assembly 
of the rear compressor shaft, and each has a series 
of radial grooves for locating the workpiece. The 
mould for producing these fixtures is at the left in 
Fig. 3. Among the advantages claimed for the 
use of plastics assembly tools are durability, light 
weight (approximately one seventh that of steel) 
and the fact that plastics tools do not damage the 
workpieces. 

Non-standard wrenches are often required for 
assembly operations and an example of the appli- 
cation of plastics to the manufacture of such tools 
is given in Fig. 4. The wrench has a steel body 
with a plastics insert wherein the internal splines 
were moulded from an actual workpiece. The use 
of a workpiece as a mould or core often expedites 
the production of plastics tools, and reduces their 
cost. 

Plastics have also replaced steel for the manu- 
facture of the guide pins 
used in assembly opera- 
tions. Formerly, these 
pins were of 2-piece 
construction, and each 
comprised a_ steel pin 
and a brass bullet-nose. 
By making a_ simple 
mould, it was found that 
these pins could be 
manufactured in plastics 
for approximately one- 
fifth of the cost of the 
metal type. 

Plastics tools have 
been employed _ for 
machining and welding 
operations, and in Fig. 5 
is shown a welding fix- 
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Fig. 5. A Plastics Fixture Used to Hold Tail- 
flap Assemblies During a Tack-welding Operation 


ture which was made quickly and economically 
for the development of a small quantity of tail-flap 
sub-assemblies. The main part of this sub-assembly 


is a _ sheet-steel flap, 
which has intricate 
double contours meeting 
at an angle. The flap is 
welded to a pad and a 
bracket, and the relative 
positions of the parts 
have to be maintained 
within close limits. The 
complex contours at the 
angles of the flap were 
first formed on a proto- 
type part, and checked 
with the aid of tem- 
plates. Next, the base of 
the fixture was moulded 
from this part, and cored 
holes were formed in the 
correct positions for the 
entry of the tack-weld- 
ing electrodes, by means 
of plastics tubing. The 
fixture was of laminated 
construction, and was 
completed by adding 
stops and clamps where 
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necessary. It was estimated that a saving in over- 
all cost of approximately 85 per cent was effected 
by using plastics for this tool, in comparison with 
conventional methods, and, furthermore, the tool 
was completed and ready for use in approximately 
one-fifth of the time which would normally have 
been required. 

When somewhat similar tack-welding fixtures 
were required, no production or prototype com- 
ponents were available for use in moulding the 
plastics. For these tools, brass templates were 
made from the working drawings and were 
mounted on a baseplate. From this set-up, a model 
was quickly constructed which facilitated the 
moulding of the final fixture. 

In Fig. 6 is shown a cover which has seven 
unequally-spaced bosses, and it had to be held 
rigidly and accurately during drilling operations. 
A plastics jig was made by using the cover as a 
mould, and producing a casting of each side. Then, 
these castings were jig bored and drill bushes were 
fitted, as may be seen at the upper left and right in 
Fig. 6. This accurate light-weight drill jig was 
made for approximately % the cost of an equivalent 
steel tool. 

Initially, in the small aircraft engine department, 
there was much opposition to the use of plastics 
tools, since it was generally considered that steel 
was the only suitable tool-material in view of the 
heavy loads imposed. However, since plastics 
dies could obviously be manufactured more cheaply 


Fig. 6. This 2-piece Plastics Jig is Used for Drilling a Number of Holes 
in the Aluminium Cover Seen in the Foreground. The Latter was Used as 
a Mould to Produce the Two Jig Members 
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die, which were then 
mounted on a flat steel 
plate. This die was com- 
pleted in one-tenth of 
the time, and at 33 per 
cent of the cost, of an 
all-steel die. 

Finally, attention is 
drawn to the plastics 
drop-hammer die seen in 
Fig. 8, which is used for 
forming a 0:030- to 
0-040-in. thick, stainless 
steel part. A_ plastics 
master was used to pro- 
duce both the punch 
and the die, the punch 
being faced with resili- 
ent plastics, and the die 
with cast plastics. In 
Fig. 7. Plastics Piercing Die for Operations on the Cowl Seen at the Right. addition to permitting 

This Die Incorporates Stee! Inserts substantial savings in 
tool-making costs, the 
use of plastics enables 
and quicker than steel dies, experimental tooling the tool to be repaired or modified without dif- 
was made for press and draw-hammer operations. _ ficulty. From the experience gained so far, it would 

One of the first plastics dies was for a crimping appear that plastics may be applied satisfactorily to 
operation on an outer combustion liner, which, be- the production of drawing and piercing dies, and 
cause of the shape required, was quite simple to will be used increasingly in the future. 
duplicate. This die was 
used successfully and 
was manufactured for 
50 per cent of the cost 
of an equivalent steel 
die. The die shown in 
Fig. 7 is used for pierc- 
ing the sheet-steel cowl 
seen at the right and, 
once again, a finished 
production part was 
used for moulding the 
plastics material. A steel 
punch and bush were 
inserted into the plastics 
members before they 
were mounted in a die 
set. It was estimated 
that this die was made 
for approximately 25 per 
cent of the cost of a steel 
tool. In another instance, 
a plastics die was used 
for a__ tube - forming 
operation. A master part 
was made and used as a Fig. 8. Forming a 0-030- to 0-040-in. Thick Stainless-steel Part with a 
mould for the upper and Plastics Tool on a Drop Hammer. The Punch has a Facing of Resilient 
lower member of the Plastics, and the Die is of Cast Plastics 
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Plastics tool materials have a number of limita- 
tions and disadvantages, including the follow- 
ing:—(1) metal chips can become embedded in 
the plastics material; (2) when glass-cloth laminate 
is used, it has a tendency to dull,the edges of cut- 
ting tools; (3) plastics tools wear quickly unless 
suitable steel wear-resisting inserts are provided at 
critical points; and (4) epoxy resins are thermal 
setting, and cannot be remelted and re-used. 

Plastics tool materials offer the following advan- 
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tages, in addition to those already mentioned :— 
(1) the low coefficients of shrinkage and expansion 
of epoxy plastics allow shapes to be reproduced in 
these materials to high limits of accuracy; (2) the 
tensile strength of epoxy plastics can be increased 
by the use of glass-cloth reinforcement; (3) except 
for those grades which are very abrasive, epoxy 
resins can be machined easily; and (4) after curing, 
epoxy resins are non-toxic and can be bonded to 
any surface which has been suitably prepared. 


Trade Publications 


Tue Stanparp & Pocuin Bros., Lrp., Evington Valley 
Road, Leicester. Publication No. 177 gives performance 
data and dimensional details of the complete range of 
P.R. Uniform pulley-mounted centrifugal fans, which 
range in capacity from 200 to 20,000 cu. ft. per min. 


Wituiam Gerpeet, Lrp., Vulcan Works, 156/170 Ber- 
mondsey Sireet, London, S.E.1. Illustrated leaflets 
No. AC201 and AC204 give dimensional detai!s and 
ratings of the series GL triple-pole A.C. contactors. These 
contactors are divided into four main classes, based on the 
trequency of operation, and are available with ratings from 


3 to 150 h.p., according to voltage and the duties for which 
they are required. 


Haprietps, Lrp., East Hecla Works, Sheffield, 9. 
Illustrated booklet (No. 477) of 23 pages, concerned with 
the range of components for extrusion presses which is 
made by this company. There are descriptions of the 
designs and functions of some of these components, and a 
section is devoted to specifications of the wide range of 
Hecla steels which are used in their manufacture. 


W. T. Hentey’s TELEGRAPH Works Co., Lrp., 51-53 
Hatton Garden, London, E.C.1. Illustrated booklet 
describing a number of industrial applications for the 
company’s metallic flexible armoured cable. Details are 
included of flexible connections and glands, and of some 
special types of armoured cable which the company has 
produced to customers’ specific requirements. 

Witkinson) $(SHustoKe), Lrp., Thermoflex Works, 
Shustoke, Coleshill, Birmingham. Leaflet drawing attention 
to the company’s bi-metal products, which include silver on 
copper for electrical contacts, nickel or nickel-silver on 
brass for coach beading and similar purposes, Invar on 
brass (Thermoflex) for thermostatic applications, and Invar 
on cupro-nickel for higher temperatures, up to 450 deg. C. 


Victor Propucts (WALLSEND), Lrp., G.P.O. Box No. 10, 
Wallsend-on-Tyne. Re-issue of technical bulletin No. 33, 
entitled ‘‘ Water in Air,” in which details are given of the 
company’s range of Aridifier equipment, for removing 
water from compressed air systems. These units, which 
separate water from air by centrifugal action, have 
capacities ranging from 2 to 2,100 cu. ft. of free air per min., 
at various pressures. 


Tue Consouipatep Pneumatic Toot Co., Lrp., Dawes 

Road, London, S.W.6. Fully-illustrated brochure, of 
24 pages, concerned with the company’s range of pneu- 
matic hoists and rams. Sections are devoted, for example, 
to pendant hoists and trolleys; rams for horizontal, bench, 
or wall mounting; vertical and inverted, vertical and table 
top, cushioned, and pivoted rams; multi-purchase hoists; 
pneumatic bench vices; operating valves; and light type 
cylinders. 
Diacrit Diamonp Toots, Lrp., Pattenden Lane, 
Marden, Kent.—Catalogue and price list covering the 
wide range of metal-bonded diamond wheels and hones 
made by the company for use in the engineering and allied 
industries. Dimensional details and reco:nmended dia- 
mond grades are given for the wheels and hones, and sec- 
tions are devoted to the methods of mounting the wheels; 
suggested spindle speeds and feed rates; types of coolant; 
cleaning the wheels; and the facilities offered by the 
company for re-truing and forming. 


Reno_p Cuains, Lrp., Renold House, Wythenshawe 
Manchester. Well-arranged and fully-illustrated catalogue 
covering the complete range of standard chain drives up 
to a maximum horse-power of 4,000. Full dimensional 
details are given of the various sizes of single, duplex, and 
triple chains, and nomograms are included for determining 
the numbers of teeth for a given ratio, and the chain length 
for a given centre distance. A coloured chart indicates 
the required chain size for a given horse-power and pinion 
speed. 


B.T.R. Inpustriges, Ltp., Herga House, Vincent Square, 
London, S.W.1. Conveyor and elevator handbook, of 
52 pp., intended for designers of mechanical handling 
plant and users of conveyor belting. The book describes 
the various types of natural and synthetic conveyor belts 
made by the company, and contains a section on those 
factors of design and maintenance which affect the life 
of the belt. Such factors include correct installation, safe 
working stresses, belt wear and capacity, and the effects 
of various climatic conditions. There is a numbe. of 
illustrations of industrial applications of B.T.R. belting, 
including installations in iron and steel works, electricity- 
generating stations, and gas-producing plants, and for the 
transport of machine shop swarf. 
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News of the Industry 


Manchester and District 





Josnua Heap & Co., Lrp., Ashton-under-Lyne, 
are well employed on the production of tangential 
and radial die-head threading machines, froin 1 in. 
up to 6 in. capacity, for both home and overseas 
customers. Orders in hand also cover universal 
and duplex-type machines. We hope, at a later 
date, to make further reference to a special double- 
ended machine built for British Railways, for 
producing the right-and left-hand threads on 2-in. 
diameter bars for railway couplings. Export orders 
have recently been received from South Africa, 
India, Pakistan, Burma, Australia, New Zealand, 
Canada and Portugal. Ground thread tangential 
dies are now being produced for Whitworth and 


Unified threads. 


Davi Brown Inpustries, Lrp., MACHINE TOOL 
Division, Sherborne Street, Manchester, together 
with the Huddersfield works of the organization, 
were recently visited by a party of 15 Polish 
engineers who saw some of the types of equipment 
urgently needed for their country’s industrial 
expansion. This reciprocal visit, which followed a 
visit to Poland by nine British engineers earlier 
in the year, was organized by the Institution of 


Production Engineers and the Polish counterpart 
S.1.M.P. 


CRAVEN, BrorHers (MANCHESTER) LTpD., Red- 
dish, Stockport, have recently constructed a rail- 
way axle journal re-turning and burnishing lathe 
for the South African Railways in which special 
provision is made for the removal of wheel boss 
liners. The machine is capable of re-turning and 
burnishing, simultaneously, the two outside journals 
of 3-ft. 6-in. gauge carriage, wagon, bogie and 
tender wheel sets, and will turn and burnish, one 
at a time, the inside journals and inside wheel 
boss faces of locomotive wheel sets. The height 
of centres is 2 ft. 9 in., and wheel sets up to 
5 ft. 3 in. diameter over the flange can be swung. 
Work from 4 ft. 0% in. to 7 ft. 6% in. long is 
admitted between centres. Drive may be either 
by overhead belt to one of the wheel treads, or 
alternatively, by faceplate. We may make 
further reference to this machine in a later issue. 


Mawen & Co., Lrp., Hyde, are steadily occu- 
pied on orders for bolt and tube screwing machines, 


for both the home and export markets, as well as 
for a variety of threading re Other work includes 
bar tagging machines and bar chamfering machines 
of various capacities. As was pointed out in 
Macuinery, 92/1427—13/6/58, this firm has 
recently become associated with the Landis 
Machine Co., U.S.A., and a new United Kingdom 
company has been formed under the title Landis 
Machine-Maiden, Ltd. 


Yorkshire 


Crorts (ENGINEERS) Ltp., Thornbury, Bradford, 
have recently issued a 36-page booklet in which the 
firm’s wide range of power transmission equipment 
is illustrated and described. To obviate the need 
for baseplates and slide rails, shaft-mounted gear 
units are now being produced. Such a unit is 
mounted on the driven shaft and an anchored 
torque reaction bar is provided. 


H. B. 





Carter Gears, Ltp., Thornbury, Bradford, have 
supplied a copy of their GP/8 folder describing 
their hydraulic steplessly-variable speed gears, in 
which the ranges of both A and F type Carter 
gears are covered, with dimension and rating 
tables. Information on the auxiliary equipment 
and reduction gears, which can be supplied for 
use in conjunction with the variable-speed units, 
is contained in separate publications. 


Brook Motors, Ltp., Empress Works, Hudders- 
field, have recently developed a new C type drip- 
proof motor of compact design, which incorporates 
new insulating materials and an improved venti- 
lation arrangement, with the result that the 
size has been considerably reduced. The cooling 
air stream is drawn into the ends of the motor, 
guided by pressed steel air deflectors, which also 
serve as additional protection for the end windings, 
and after passing over the windings, is expelled 
through openings in the yoke casting. A range of 
motors, similar in appearance except that the shaft 
extensions are of smaller diameter, is being pro- 
duced to the NEMA (American) re-rate specifica- 
tion. These motors have Class A insulation and 
are made for use on 60-cycle supply. They are 
already being sold in the U.S.A. through the 
firm’s subsidiary company in Chicago, also by their 
agents in Canada. We hope, later, to publish 
further details of the motor. 
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DenrorD SMALL TooLs (BriGHOUSE) LTD., Brig- 
house, have recently introduced the “Viceroy 
Educator” 5-in. centre metal-turning lathe with 
fabricated steel cabinet base. It admits 24 in. 
between centres, has a hollow spindle driven by 
V-belt from a %-h.p. motor, and can be supplied 
for screwcutting. Another recent development 
is the “Viceroy Sharpedge” 16-in. edge tool 
sharpening machine, which has been specially 
designed for sharpening plane irons, chisels, and 
other edge tools. Drive to the 16-in. diameter 
grinding wheel, which runs at 85 r.p.m., is taken 
from a %-h.p. motor through chain and sprocket 
wheels. Oilite bearings are fitted, and the machine 
stands 36 in. high and occupies a floor space of 
19 in. square. We hope to describe both these 
machines more fully in due course. 


H. B. 


Zeiss Ultraphot Camera Microscope 





Intended for visual observation and photography 
of microscopic and macroscopic specimens, the 
Ultraphot type 2 automatic camera microscope, 
here shown, has been introduced by the West- 
German firm of Carl Zeiss, for whom Degenhardt 
& Co., Ltd., 6 Cavendish Square, London, W.1, 
are the sole representatives in this country. 

Illumination of specimens can readily be effected 


Zeiss Ultraphot Type 2 Automatic Camera 
Microscope 
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by light and dark field methods, and phase-contrast 
technique (which reveals surface depressions and 
ridges) with trans- or epi-illumination, —T 
polarized or non-polarized light, can be app ied for 
the study of grain boundary and precipitation 
phenomena, and deformation processes, for 
example. If required, the image can be projected 
on to the hooded ground glas¢ screen seen 
mounted above the eyepiece tubes. 

Behind the screen is the camera “ photo head ” 
which accommodates 9- by 12-cm. photographic 
plates and cut film. Alternatively, photo heads 
to take 13- by 18-cm. plates and miniature film 
can be fitted. In use, with the specimen illu- 
minated by the low-voltage 100-watt lamp, and 
with the image correctly focused, the exposure 
mechanism is set according to the sensitivity of 
plate in the photo head and the protective cover 
is slid clear. A push button at the front of the 
instrument is then depressed. Thereupon, the 
camera shutter is opened, the exposure time is auto- 
matically set by a photo-electric ‘cell to suit the 
intensity of illumination, and when the appropriate 
time has elapsed, the camera shutter is auto- 
matically closed. 

Equipment available includes sliding and rotat- 
ing stages, an indexing turret-type objective head 
with capacity for five lens units, and are and 
mercury lamps. 

One of the instruments has recently been 
installed at the — of Padley & Venables, 
Ltd., Callywhite Lane, Dronfield, Sheffield, where 
applications will include the inspection of raw 
material samples and the detection of flaws in the 
surfaces of steel and tungsten-carbide tools, such as 
chipping chisels and rock drilling bits. 


Additional Soag Premises 





Soag Machine 
at Juxon Street, Lambeth, 
recently acquired large additional premises, 
approximately 3 miles away, at Hester Road, 
Battersea, S.W.11. These premises, which include 
two long bays equipped with overhead cranes of 
sufficient capacity to provide for movement of the 
heaviest machines handled by the company, 
together with smaller bays to be employed as 
reconditioning shops _and for reception and 
despatch, cover an area of 35,000 sq. ft. The new 
building, now in use, will supplement the existing 
facilities at Lambeth and will enable shorter 
delivery times to be offered. In addition to a 
representative range of used machine tools, most 
of which have been fully-reconditioned, a selection 
of new machines built by the many companies 


Tools, Ltd., 


whose head office is 
London, S.E.11, have 








1538 


represented in this country by Soag will be kept 
on display. 

Among various interesting new machine tools 
seen during a recent “ Open House,” arranged by 
the company to enable their customers and friends 
to familiarize themselves with the new premises, 
were a Gilly universal horizontal boring machine, 
a Schmaltz surface grinder, and lathes by Le 
Progrés Industriel, S.A. Nearly 40 companies are 
represented and include, in addition to those men- 
tioned, C. Berthiez,, Dutrannoit ATS, Mondiale, 


Curd Nube, Rino Berardi, and Wotan-Werke, 
G.m.b.H. Some new machines are seen on the 


left in the accompanying illustration which shows 
part of the new building, and the machines on 
the right are representative of used equipment. In 
addition to the sales of new and used machine 
tools, the company undertakes the reconditioning 
of customers’ machines on site, or in the works at 
Battersea and Lambeth, as convenient. 

The company carries on a large export business 
and has agents in most European countries and in 
the Commonwealth. Its name, incidentally, was 
formed from that of the founder firm, Sonnenberg, 
A.G., and is shared with the Soag Machinery Co., 
set up in 1937 to handle printing and packaging 
machines, which has head offices at the Lambeth 
address. One of the more interesting orders 
lately executed by Soag Machine Tools, Ltd., 
was the supply of a large Craven lathe of 48%-in. 
centre height, capable of accepting work up to 





A General View in the Battersea Premises Recently Acquired by Soag Machine 
Tools, Ltd., for Storage, Reconditioning and Display of New and Used 
Machine Tools 
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98 ft. long between centres, and with a driving 
motor of 120 h.p., to a leading shipbuilding firm 
in Newcastle. The headstock for this machine 
weighs more than 70 tons and was recently 
despatched by road from the new works. 


Perkins | .6-litre Diesel Engine 





Founded in 1932 for the purpose of building 
lightweight, high-speed, diesel engines, F. Perkins, 
Ltd., Peterborough, Northants, have since become 
well known as successful manufacturers of these 
units, the production of which, on machine tools 
and equipment of modern design, has already been 
described at length in MaAcHINERY. 

In 1952, the company decided to extend the 
range of 3-, 4-, and 6-cylinder engines then being 
produced in sizes from 18 to 100 h.p., and de- 
velopment work was begun on a 4-cylinder, 
1-stroke, water-cooled engine of compact in-line 
design. This engine, which, for a diesel unit, is 
claimed to be particularly smooth running and 
quiet in operation, is now being put into pro- 
duction. 

Known as the Four 99 (99 cu. in. capacity), the 
engine weighs only 320 lb., without accessories, 
and it has a compression ratio of 19 to 1. The 
bore and stroke are 3 and 3% in. respectively, 
and the type supplied for duty in passenger cars 
has a maximum output of 45 b.h.p. at a speed of 
1,000 r.p.m. An engine is also available for 
industrial use in fork-lift 
trucks, cranes, pumping 
sets, and compressor 
equipment, for example, 
and in this form it 
develops a maximum of 
35 b.h.p. at a speed of 
3,000 r.p.m. At 2,000 
r.p.m., the normal maxi- 
mum torque obtained is 
60 lb.-ft. 

A feature of the 
design is the patented 
system of combustion. 
The upper portion of 
the combustion chamber 
is hemispherical and _ is 
incorporated in the 
cvlinder head, and the 
lower part of the cham- 
ber is closed by a 
threaded insert with an 
oval bore, through 
which air flows from the 
evlinder. Fuel is injected 
into the chamber from 
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Cut-away View of Perkins Four 99 1-6-litre 


Diesel Engine 


the top. During the greater part of the com- 
pression stroke, air is transferred vertically and 
moves across the nozzle to produce swirl. Later, 
the direction of flow from the cylinder becomes 
horizontal, and finally, when combustion is about 
to begin, violent air movement takes place, which 
promotes extreme turbulence so that the fuel 
and air are thoroughly mixed. A cut-away view 
of the engine is shown in the illustration, where 
the combustion chamber is indicated at A. 

Of high-duty cast iron, the camshaft has chilled 
cams and is supported in three bearings in the 
cylinder block, which is fitted with wet liners of 
centrifugally-cast iron. En. 18s chromium steel 
is employed for the inlet valves, and En. 52 
silicon chromium steel for the exhaust valves. 
Supported in three bearings of the steel-backed, 
lead-bronze type, the crankshaft is machined from 
an En. 19T chrome molybdenum steel forging, 
and the journals are induction hardened. Connect- 
ing rods of high-tensile steel carry pistons of high- 
silicon aluminium alloy, each of which is fitted 
with three compression rings and two scraper 
rings. 

For the transport applications, the outstanding 
features claimed for the engine are fuel economy 
and long life. It is stated that a Bedford motor 
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van with a 15-cwt. load travelled a distance of over 
100,000 miles on the M.LR.A. testing track at 
Lindley at a speed of 56 m.p.h., with a fuel 
consumption of 37 m.p.h. A Ford Consul Mark II 
car fitted with the Four 99 engine was subjected 
to an R.A.C.-observed test over a distance of 218 
miles. The average speed, inclusive of stops due 
to traffic conditions, was 34:8 m.p.h., and fuel 
consumption 50°8 m.p.g. Engines can also be 
supplied for fitting in Vauxhall Velox and Wyvern 
cars, the Austin Omnivan and the Morris J.2 van, 
and other conversion arrangements are being 
developed. 


Electrical Machining 
(Continued from page 1491) 
Of a very different nature is the technique of drill- 
ing holes and machining slots by means of an elec- 
tron beam, to which Mr. Rudorff drew attention. 
For this purpose the electron beam, produced by 
thermionic emission, is accelerated and focused 
magnetically and it was stated that holes of 0-1 to 
0-001 mm. diameter could be rapidly formed in 
tungsten, glass, or peicelain re s ranging in thick- 
ness from 3 mm. to 0-1 mm. A disadvantage of 


the process is that the work must be introduced 


into a high-vacuum chamber, but this drawback 
should be more than offset, where very small holes 
must be produced, by the rapidity of penetration. 

Finally although it cannot perhaps be properly 
regarded as an electrical machining process, 
reference may be made to tungsten arc cutting 
which was briefly discussed in another paper—by 
Mr. G. Sims-Davies, M.1.Mech.E.—presented at 
the same conference. By this method, aluminium 
plate up to 1% in. thick may be rapidly cut, and the 
edges are comparable to those obtained with the 
oxy-acetylene cutting of steel. In addition, good 
results have been obtained with copper, brass, and 
stainless steel plate. 

It will thus be evident that electrical power may 
be directly applied for metal removal in a diversity 
of ways which are likely to assume increasing 
importance in the future, as the ranges of work 
materials and forms confronting the production 
engineer continue to expand. 


Initial Allowances 





The Chancellor of the Exchequer recently announced 
in the House of Commons that it was proposed to raise 
the initial allowance on plant and machinery to 30 per cent 
and on industrial buildings to 15 per cent. These allow- 
ances previously stood at 20 per cent and 10 per cent 
respectively, and the last Budget provided for increases to 
25 per cent and 12} per cent. The revised allowances will 
date from Budget day. 
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industrial Notes 


SHEEPBRIDGE ALLoy Castincs, Lrp., have appointed 
E. H. Bennet & Son, 124 Seymour Place, London, W.1, 
as their Southern Area representatives. 


Tue Enousu Exvecrric Co., Lrp., inform us that their 
Birmingham branch has moved to larger premises at 
Pitmaston, Moseley, Birmingham 13 (telephone number, 
South 4021/5). 


Sttvercrown, Lrp., have opened a depot at South 
Road, Trafford Park, Manchester, 17 (telephone number, 
Trafford Park 0401) for the supply of their electroplating 
chemicals and equipment in the North Western area. 


Hiexu Duty A.voys, Lrp., Slough, Bucks., inform us that 
the address of their Scotland and Northern Ireland sales 
office has been changed to Atholl Avenue, Hillington, 
Glasgow, S.W.2. 


An Auction SALE oF Venicies, MAcHiInE Toots and 
miscellaneous stores will be held at Central Ordnance 
Depot, Bicester, Oxon., on July 15 and 16. The auctioneers 


will be Midland Marts, Ltd. (Dept. N), Market Square, 
Bicester. 


HonEYWELL-Brown, Lrtp., inform us that the name 
of the company has been changed to HONEYWELL ConTROLS, 
Lrp., and that all head office departments and the London 
branch office have moved to Ruislip Road East, Greenford, 
Middlesex. 


Yorksutre Enoine Co., Lrp., Sheffield, a branch of the 
United Steel Companies, Ltd., announce that they have 
received an order, valued at £350,000, for the supply of 
16 diesel-electric shunting locomotives to the 
London Authority. 


Port of 


Tue Dowty Group announce the formation of a new 
company, known as the Dowty Mining Developments, 
Ltd., Ashchurch, Nr. Tewkesbury. This new company will 
specialize in the supply of hydraulic pit props and Roof- 
master self-advancing supports, which have been handled 
hitherto by Dowty Mining Equipment, Ltd. 


Kxiaxon, Lrp., 49 Upper Brook Street, London, W.1. 
Reference was made in Macuinery, 92/1420-—13/6/58. to 
this company’s motors and it was stated that the range 
covered horse powers from 1/100 to 1. We are asked to 
point out that the range, in fact, extends down to 1/2000 h.p. 


Macuine Toot Orpers in Marcu were valued at 
£6,425,000, of which £1,832,000 was for export. Deliveries 
during the month amounted to £8,304,000 (including 
£2,104,000 was for export). At the end of March, the 
total of orders in hand was £70,464,000, including 
£18,148,000 for export. 

Ferranti, Lrp., Hollinwood, Manchester, have supplied 
a Pegasus electronic digital computer to the University of 
Stuttgart, Germany, for use, initially, in research work on 


nuclear physics, aerodynamics, and the design of precision 
instruments. The staff who will operate this 
are being trained at the London computer centre. 


machine 


Hepworth & Granpace, Lrp., St. John’s Works, 
Bradford, are to establish a £2,000 trust to provide prizes 
for successful students in the Diploma of Technology 
courses which are arranged by the Bradford Institute of 
Technology. These awards, which will probably be known 
as the Elijah Hepworth Memorial Prizes. are likely to 
number three or four each year. 


E.M.I. Evecrronics, Lrp., Blythe Road, Hayes, Middx., 
have received an order for one of their latest unit-construc- 
tion analogue computers from Sir W. G. Armstrong Whit- 
worth Aircraft Co., Ltd. The computer is to be installed 
at the latter company’s Whitley works, and will be used for 
studying guided weapon and aircraft systems whilst they 
are still in the design stage. 


Giose Pneumatic ENGINEERING Co., Lrp., have deve- 
loped a new pneumatic winch. Particularly intended for 
use in connection with large constructional undertakings, 
nuclear power stations, and steel erection work, the winch 
is powered by a Globe 10-h.p. radial air motor and has a 
lifting capacity of three tons. An automatic brake is 
incorporated, and the average rate of lift is 50 ft. per min. 


CausEWAY REINFORCEMENT, Lrp., 66 Victoria Street, 
London, S.W.1, report that their Hexmetal cellular rein- 
forcement is being increasingly employed in the construc- 
tion, for example, of blast furnaces, dust collectors, and 
sinter and coke bunkers. This steel honeycomb cell 
material may be loaded with cement or refractory to 
provide a lining which is resistant to temperature variation, 
abrasion, vibration, corrosion, and impact loads. 

THE 
Puritan, 


AMERICAN Society oF Too. 10700 

Detroit 38, Mich., U.S.A., announce that the 
Western Tool Show, which will be held in conjunction 
with their semi-annual meeting at the Shrine Exposition 
Hall, Los Angeles, from September 29 to October 3, will 
have the theme “ Tooling for the Space Age.” It is 
stated that 65 per cent of the display area has already 
been reserved. 


ENGINEERS, 


SpECIALLOID, Lrp., 20 Black Bull Street, Leeds 10, who 
recently acquired a controlling interest in Powder Couplings, 
Ltd., are to start the manufacture of powder-type couplings. 
These couplings will be of various designs, including one 
type which can be used for both pulley and in-line drives. 
As from July 1, all enquiries relating to the manufacture, 
servicing, or sale of these units should be directed to 
Powder Couplings, Ltd., at the above address. 


Cuance Broruers, Lrp., Smethwick, Birmingham, 
are offering sets of test glasses, for use by suppliers of 
welding protection equipment in determining the most 


suitable filter for use in connection with a specific welding 
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operation. The sets consist of cards and wallets containing 
a total of seven Protex glasses, suitable for electric welding, 
and eight Protal and Protex glasses for gas welding, with 
or without the use of flux. 

British Standard specifications. 


All the glasses conform to 


SuHort Bros. & Hartanp, Lrtp., Belfast, announce 
that they have acquired the British Straddle Carrier Co., 
Ltd., with all manufacturing and marketing rights. The 
name of the latter company will not be changed, but all 
manufacturing activities will be controlled by the head- 
quarters of Short’s General Engineering Division at New- 
townards near Belfast. Sales distribution and service will 
be carried out East India House, Regent Street, 
London, W.1. 


from 


NEWMAN INnpustries MACHINE Too. DEMONSTRATION. 
A demonstration of machine tools has been arranged by 
Newman Industries, Ltd. (Machine Tool Division), at the 
premises of Sivewright Transport and Storage, Ltd., Taylor 
Road, Trafford Park, Manchester, on July 9 and 10 from 
10 a.m. to 4 p.m. each day. Among the interesting 
machines to be exhibited is a new Heid copying lathe, 
which will be seen in operation, turning an intricate work- 
piece with a length of 7} ft. This machine has several im- 
portant features, including variable centre height, and 
a talk will be given by a representative of the Heid works. 
Further details may be obtained from Newman Industries 
Ltd., Machine Tool Division, Yate, Bristol. 


Agro Researcu, Lrp., Duxford, Cambridge, inform us 
that, from June 30, 1958, their name will be changed to 
CIBA (A.R.L.), Ltd. Names of proprietary products such 
as Aerolite, Araldite and Redux will still be used. The 
company was founded in 1934 to carry out research into 
aircraft structures and to develop new adhesives, but during 
the past 20 years the range and extent of its activities have 
changed so that the original name is no longer appropriate 
since so many industries are now using its products. The 
new name will also serve to emphasize the affiliation of the 
company to the CIBA organization which has had almost 
75 years of experience in chemical manufacture, operates 
on a world-wide scale, and produces materials for the 
dyeing, textile, pharmaceutical and plastics industries. 


New Film on Saroy Plastics Sheeting 





A second film concerned with Saroy extruded high- 
impact polystyrene sheeting has recently been produced by 
Saro Laminated Wood Products, Ltd., Whippingham, 
East Cowes, Isle of Wight. This film describes the manu- 
facture of the raw polystyrene by a polymerization process, 
and shows how the resulting material is blended with pig- 
ments, formed into thin continuous strands, and then cut 
into small pellets. The latter are fed, by means of an air 
lift arrangement, to the delivery hoppers of extruding 
machines, and sheets extruded from the dies finally pass 
through finishing rolls, which are maintained at a constant 
temperature by circulated hot water. 

Views are included of a variety of vacuum forming 
operations on finished sheets to produce, for example, 
refrigerator inner-lining members, food containers, children’ 
baths and toys, and hulls for model yachts. 
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Investment Casters’ Association 





A new technical association has been formed, under the 
title of The British Investment Casters’ Technical Associa- 
tion, to cater for the needs of the branch of the foundry 
industry that uses expendable pattern techniques for the 
production of industrial metal castings. The new associa- 
tion will be concerned with the technical aspects of invest- 
ment casting, and its activities will include the preparation 
of specifications for materials and testing procedures, the 
improvement of production techniques, the expansion of 
the application of investment castings, and the general 
exchange of technical information within the industry. 

The inaugural meeting of the Association was held in 
London on June 11, and was attended by representatives 
of 25 companies. At this meeting the following were 
elected as Members of Council:—Mr. D. H. Armitage 
[P.1. Castings (Altrincham), Ltd.], chairman; Mr. R. W.N. 
Danielsen (Deritend Precision Castings, Ltd.); Mr. W. 
Foyers (H & F Precise Castings, Ltd.); Mr. G. A. Tomkin- 
son (D. Napier & Son, Ltd.); and Mr. N. Walker (Had- 
fields, Ltd.). 

Through the courtesy of the British Steel Castings 
Research Association, the address of the new association is 
5 East Bank Road, Sheffield, 2 (telephone number Sheffield 
28647), and the secretary is Mr. J. Bolton to whom all 
enquiries and applications for membership should be 
addressed. 
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Personal 





Sir Herpert Brirrain has been appointed chairman of 
the Iron and Steel Holding and Realization Agency in 
succession to the late Sir John Morison. 


Sir ArcurIBALp Forses, chairman of the Iron and Steel 
Board, has been appointed a director of the Dunlop Rubber 
Co., Ltd., Fort Dunlop, Birmingham. 


Mr. James A. Dewnirst has been appointed director 
and general manager of Midgley & Sutcliffe, Ltd., Leeds, 
in succession to Mr. Gordon Haithwaite, who has resigned. 


Mr. E. Seymour-Semper, M.1.Mech.E., F.R.S.A., 
M.S.E., M.Inst.W., director of Hancock & Co. (Engineers), 
Ltd., Progress Way, Croydon, has been elected President 
of the British Acetylene Association. 


Mr. N. Rotaston has been appointed a director of 
B.1.P. Tools, Ltd., 147 Tyburn Road, Erdington, Birming- 
ham. He was formerly chief draughtsman of the company, 
and, subsequently, development engineer. 


Mr, L. CLements, export manager of Ferodo, Ltd., 
Chapel-en-le-Frith, Stockport,' has retired after 39 years’ 
service. He has been succeeded by Mr. J. C. T. Fell, who 
joined the company in 1950. 


Mr. H. W. Boyne has joined the staff of Colloidal 
Graphite, Ltd., 6/7 St. Dunstan’s Lane, London, E.C.3, 
as technical sales representative. He was formerly home 
sales manager for Arthur Balfour Co., Ltd., Sheffield. 


Vicr-ApMIRAL Sir FRANK Mason, K.C.B., M.I.Mech.E., 
M.1.Mar.E., has been appointed chairman of the Mech- 
anical Engineering Research Board, in succession to Sir 
Andrew McCance, F.R.S., who has retired. 


Mr. Paut GRansy, managing director of Paul Granby 
& Co., Ltd., 39 Victoria Street, London, S.W.1, is now in 
the U.S.A. where he is studying the latest developments in 
the cold impact extrusion of steel. 


Mr. J. Russert Hickmorr, A.M.I1.B.A.E., has been 
appointed the London manager for Perkins C.M.E., Ltd., 
Mansfield Road, Derby, and will occupy temporary 
offices at 83 Cromwell Road, London, S.W.19. The 
London showrooms of this company will be opened shortly. 


Mr. B. L. Scort, B.Sc., A.M.1.E.E., has been appointed 
manager of the Newcastle-upon-Tyne branch of George 
Ellison, Ltd., Perry Barr, Birmingham, 22B, in succession 
to Mr. J. Grspins, who has retired after 46 years’ service 
with the company. 


Mr. S. M. Maupe, who lectures on production engineer- 
ing at Keighley Technical College, has been appointed 
works manager of Anderton Springs, Ltd., Clyde Street, 
Bingley, Yorks., and Dee-Kay Engineering Co., Ltd., 
Victoria Works, Bingley, Yorks. 


Lr.-Cor. G. W. Wetts, D.L., has been appointed 
managing director (production) of the United Steel Com- 
panies, Ltd., 17 Westbourne Road, Sheffield 10. He will 
continue to hold the position of general manager of 
Appleby-Frodingham Steel Company, Scunthorpe, a 
branch of the former company. Consequent on the above 
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appointment, Mr. A. Jackson will be relinquishing his 
position of general works manage of Appleby-Frodingham 
in order to take up an appointment as technical adviser 
on steel manufacture to the United Steel Companies, Ltd. 
Mr. Jackson will still retain his directorship of Appleby- 
Frodingham, but will now become a technical director of 
that company. Mr. J. D. Joy has been appointed a 
director and general works manager of the Appleby- 
Frodingham Steel Company, and will relinquish his posi- 
tion as general manager of Samuel Fox & Co., Ltd. 


Scrap Metals 





tLonpon.—}Prices per ton for non-ferrous scrap 
metals free from iron are as follows:—clean copper wire, 
untinned and free from lead and solder, £152; clean 
heavy copper, untinned and free from lead and solder, 
£147; second grade copper wire, £142; clean light copper, 
£137; braziery copper, £124; gunmetal, £126; brass 
mixed, £93; lead, net, £59; zinc, £28; cast aluminium, 
£82; old rolled aluminium £107; battery lead, £32; 
unsweated brass radiators, £76; hollow pewter, £495; 
black pewter, £365 

Mip.ianps.—The slump in ferrous scrap trading con- 
tinues and merchants are hard pressed to find outlets for 
the material forthcoming from Midland factories. Many 
grades are being stored in yards, but the position is now 
reaching a point where further tonnages cannot be put down 
due to lack of space, as well as for financial 1easons 

Offers for scrap have fallen considerably and in some 
instances merchants have found it 
from renewing existing contracts. 


necessary to refrain 
The allocations from 
steelworks, blast furnaces and foundries are being further 
reduced as the holiday season approaches, and with the 
news that May steel output was down, it is anticipated 
that complete stoppages will soon be in force. 

Light iron scrap and bushy turnings are already being 
tipped in the Midlands, as rubbish, since merchants cannot 
place even odd loads at any price. Output of light steel 
cuttings is high, but with the sale of compressed bundles 
restricted merchants find it difficult to 
clearances. 


very maintain 
Tenders in circulation in respect of special scrap supplies 
are frequently being returned “ no quote,’’ as merchants 
feel that their responsibility to clear works productions 
takes precedence. 
All grades are difficult to move, and there is no indication 
of improvement in the position until the Autumn. 


Current maximum control prices, delivered consumers’ 
works, are now: *Heavy steel No. 1, 217s. 6d.; *heavy 
steel No. 2, 196s.; *heavy steel No. 4, 207s. 6d.; *heavy 
steel No. 5, 195s. 6d.; light iron No. 8, 149s.; short turn- 
ings No. 9 (free from alloy), 167s. 3d.; light steel No. 11, 
164s. 3d.; bushy turnings, 117s.; short alloy turnings, 
160s. 9d.; short steel No. 2, 233s. 3d.; machinery cast, 
233s. 

Prices may be increased up to 2s. 6d. per ton according 
to quantities tendered over a given period. 





* For use by Round Oak Steelworks, Brierley Hill, increase by 
is. 6d. per ton. 

+ George Cohen, Sons & Co., Ltd., 600 Commercial Road, E.14. 

~ Subject to market fluctuations. 








JUNE 27, 1958 


Machine Tool Share Market 


Stock markets displayed firmness over the past week. 
Prices advanced steadily in most sections, and there was 
some expansion in the volume of business. Sentiment 
improved as a result of the proposal to raise initial allow- 
ances for plant, machinery and industrial building, also 
the reduction in Bank Rate from 5} per cent to 5 per cent. 

British funds, home corporation and dominion 
stocks, were well supported, and closed the week on a strong 
note, with a general rise in values. 

The commercial and industrial sections, after a quiet 
and irregular period, became fairly active and cheerful, 
Share prices advanced as a result of selective demand, and 
by the end of the week a number of substantial gains had 
been recorded. 

Among machine tool issues, 
to 27s. 9d.; Asquith Machine Tool, 7$d. to 18s. 9d.; 
British Oxygen, 2s. to 35s.; Chas. Churchill, I}d. to 
4s. 74d.; Churchill Machine Tool, 4$d. to 17s. 9d.; Alfred 
Herbert, Is. 3d. to 33s. 9d.; Modern Engineering, 3d. to 
8s. 9d.; John Shaw & Sons (Wolverhampton), 3d. to 
12s. 6d.; Ambrose Shardlow, 6d. to 37s. 6d.; and Scottish 
Machine Tool, 6d. to 5s. On the other hand, F. Pratt lost 
74d. at 20s. — 





also 


Edgar Allen advanced 6d. 


Middle | 


COMPANY Denom. | 


Price 


Abwood Machine Tools, Ltd. 
Armstrong, Stevens & Son, Ltd 
Allen (Edgar) & Co., Ltd. 
| Arnott & Harrison, Ltd... a 
| Asquith Machine Tools Corp., Ltd. ... 


| Birmingham Small Arms Co., Ltd. ...| Ord 


| British Oxygen Co., Led. 


| Brooke Too! Manufacturing Ce., Ltd. | Ord 
Broom & Wade, Ltd. 


| Brown (David) Corporation Ltd.. 
Buck & Hickman, Led. 
Butler Machine Tool Co., Ltd. 

| C.V.A. Jigs, Moulds & Tools, Led. 

| Churchill (Charles) & Co., Led. 
Churchill Machine Too! COURS. cicies 


| Clarkson (Engrs. ae 
| Cohen (George), Sane & Co., Ltd. 


Coventry Gauge & Tool Ge., ‘Led. a 


” ” ” ” 


Coventry Machine Tool Works, Ltd. 
| Craven Bros. (Manchester), Led. ......) ° 
| Elliott (B.) & Co., Led ood 


| — Tool & Case Hardening Co., 
d 


Firth Brown Tools, Ltd. A . Prf. 4) 1b 
Greenwood & Batley, Ltd. Ord. | 46/104 
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AsguirH Macuine Too. 


dividend 10 per cent. 


& GENT 


Corporation Lrp.—lInterim 


KENDALI 
(same). 


Lrp. Interim dividend 5 per cent 


NEWALL ENGINEERING CO., 


Lrp.—Dividend 15 per cent 
for the year ended March 31 last, plus a capital distribution 
of 5 per cent, tax free, out of realized capital profits. 

Scottish Macuine Toot Corporation Lrp,.—Final 
dividend 9 per cent, making, with the interim, a total dis- 
tribution of 12 per cent for the year (same). 


Mercer Centenary Dinner 





In connection with the centenary celebrations of Thomas 
Mercer, Ltd., Eywood Road, St. Albans, Herts, a dinner 
was held recently at the Connaught Rooms, London, and 
the company reflected the firm’s interests and accomplish- 
ments in the fields of horology and metrology. Mr. R. H. 
Buckland ably paid tribute to the personality and abilities 
of the chairman, Mr. Frank Mercer, who responded with 
some recollections of great interest. The toast of Thomas 
Mercer, Ltd., was proposed by Mr. M. L. Bateman and 
Mr. T. G. Mercer replied in light-hearted vein. 


COMPANY 


Denom. = 


Harper (John) & Co., Led. 


Herbert (Alfred), Led. . 
Holroyd (John) & Co., Led. 





! 


Jones (A. A.) & Shipman, Ltd. 


Kayser, Ellison & Co. Led. 


Kendall & Gent, Led. 

Kerry's (Gr. aoa ee Led. . 

Kitchen & Wade, Led 

Martin Bros. (Machinery), Ltd. 

Massey, B. & S., ‘ 

Modern Engineering Machine Tools 
Ltd 

Newall Engineering Co., Led. 

Newman Industries, Ltd... 


Nobie & Lund, Led. 


SS 


Nunn VUnsaAViVIAnUMuuw 


— 


Osborn (Samuel) & Co., Led 


Pratt (F. )& Co., Led.” | 
Scottish Machine Tool Corporation, 


Led. 
Shardlow (Ambrose) & Co., Ltd. ... 


Shaw (John) & Sons, Wolverhamp- 
ton, Led 
Sheffield Twist Drill & Seeel Co., Led. 


Stedall & Co. Led. 

Tap & Die Corporation, Ltd. ... 
Wadkin, Led. 

Ward (Thos. W.), Led. 


” ” 


24 /6xd 


Willson Lathes, Led. 2/4 





The Middle Prices given in the list are in several cases nominal prices only and not actual dealing prices. Every effort is made to ensure 
accuracy, but no liability can be accepted for any error. 


* Sheffieid price. + Birmingham price. 
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PRICES OF MATERIALS 


Pig-lron 
Foundry and Forge 
No. 3, Class 2 
Middlesbrough zone £21 6 0 
Birmingham 20 18 3 
Phos. 0-1 to 0-75% 
Birmingham £23 17 O 
Scottish Foundry 
Grangemouth 425 3 6 
Hematite 
English No. | 
N.E. and N.W. Coast £25 6 6 
Scotland £25 13 0 
Sheffield £26 15 0 
Birmingham £27 4 0 
Welsh £25 6 6 
Steel Products 
Medium plates £45 11 6 
Mild steel plates, ordinary* £42 20 
Fwy — 2 ie 4412 0 
at bars 5 in. wide and under 
tRound bars under 3 in. } es 6 
Biliets, rolling quality, soft U.T. £32 15 6 
Phosphor Bronze 
Ingots (2B8) (A.1.D.) d/d £252 0 0 
Copper 
Cash (mean) £194 12 6 
Cold rolled and hot rolled sheets 
4 ft. by 2 ft. by 10 SWG 
€264 S O—£264 10 0 
Rods 7 in. to 3 in. diam. a 5 0 
Tubes, |} in. bore by 10 SW 
ton lots, per Ib. 2s. Bid 
Wire rod, black, hot-rolled (4-7 » 
English 210 12 6 
Zinc 
Refined, minimum 98 per cent. purity, 
current month (mean) £65 5 0 
Brass 
Tubes, solid drawn, per Ib. Is. 6§d. 
— ——" 6 in. by 1|OSWG coil 
£222 15 0—£225 5 0 
Rods, Pe ey in. diam. (59 per cent 
copper) Is. 94d. 
Yellow Metal 
Condenser plates, per ton £160 0 0 
Rods, per Ib. Is. 104d. 
Aluminium 
Ingots min. 99-5 per cent 
Canadian d/d £180 0 0 


Lead 
Refined, minimum 99-97 per cent 
purity, current month (mean) £74 2 6 
Tinplates 
tU.K. Home trade: 


Handmill f.0.t. makers’ works £3 11 8} 
Cold reduced, f.o.t. makers’ 
works 437 4 
U.K. Export: 
Hot rolled basis, f.0.t. 
works’ port 74s. Od.—75s. Od 
Cold reduced basis, f.o.t. 
works’ port 75s. Od 
Gunmetal 
logos, 85.5.5.5. ex works ! £168 0 0 
N.E. Coast, N. Joint Area, Central 
Scottish Zone. 
t U.T. soft basic. 


¢ Official maximum price, after allowing for 
adjustments for increase in price of tin. 








MAKERS’ PRICES 
Hexagon Steel Bars' 


Sizes in inches from 1! in. up 
© 2-21 and 2-4) a/f, ex works 


2 ton basis £42 17 0 

Free cutting black £47 6 6 
Reeled Stee! Bars’ 

Single-reeled 1} in. upwards, 

f.o.t. works (+ usual extra 

for sizes) 443 9 6 
Free cutting £47 19 O 

High-Speed Steel 

Biack random length bar. All 

prices basic, per Ib., subject to 

extras. 
Molybdenum “ 66” 5s. 104d. 
Molybdenum “ 46” Ss 8}d. 
14 per cent tungsten Ss. 9d 
16 per cent tungsten 6s. I4d. 
18 per cent tungsten 6s. 4d. 
22 per cent tungsten 7s. 5d. 
5 per cent cobalt 9s. 6d. 
4-75/5-25 per cent molybdenum 
+ 6°0/6-75 per cent tungsten + 
1-75/2-05 per cent vanadium 
(S-6-2) 6s. Ofd. 


Precision-ground, High-speed 

Free-turning Brass Rod* 

d-in. dia. + 0-00025-in. 2-ton 
lots, per ib. 


Grey Iron Rod 


Die Cast® in random lengths 
18 in, to 26 in. rough machined 
— above listed size. Extra 
ior definite lengths. Dis- 
counts for orders over £150. 


2s. 24d. 


Per cwt. net. 


Mark | Mark Ill 
4 or | in. 245s. 4d. 318s. 10d. 
1 or I in. 196s. 4d. 25Is. 10d. 
14 to 14 in 137s. 10d. I7is. 2d. 
1§ to 2 in. 106s. 2d. 125s. lid. 
2% to 34 in. 9ls. 6d. 106s. 40 
34 to 12 in. 86s. 6d 99s. 2d. 


Continuous Cast 
10-fe. lengths, centreless machined | to 3-in 


dia. + 0-010 to 0-020 in., prices as quored 
for die cast baré 
6-ft. lengths for 245s. 4d 
centreless ground forigin. 196s. 4d. 
+ 0-010 in. Extra 
for hardenable id to If in. = 10d 
alloy iron4 to2in. 106s. 2d 
Per cwt. net 2% to 34 in. ie 6d. 
Stellite® 
Welding Rods plain 
4 in. dia. per Ib. 30s. Od. 
Toolbits 
+ in. sq. X 4in., each 22s 3d. 


Precision-ground Mild Steel* 
I-in. dia. + 0-00025-in. 
4-ton lots, per cwt. I2\s. 6d. 

1 Colvilles, Ltd., Glasgow, and 17 Grosvenor 
Street, London, W.I. Pract, Levick & Co., 
Led., Chester. 3 Sheepbridge Alloy Castings, 
Ltd., Sutton-in-Ashfieid. 4 ** Flocast,”” Harold 
Andrews Sheepbridge, Ltd., Halesowen 
5 Deloro Stellite, Ltd., Highlands Road, 
Shirley, Solihull. 


VOLUME 92 


All prices per ton except 


where otherwise 
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BASIC PRICES FROM 
LONDON STOCK‘ 


Free Cutting Steel 


Bright cold drawn: 


(Usaspead) over |} to 2 in. £59 17 6 
Lead bearing (Usaled) £64 4 0 
Precision ground, {3 in. fBi i2 6 
Bright Drawn 

M.S. bars (M.M.C.) over I¥ in. 

to 2 in. £55 3 6 
Square edge flats (Usaflat) £72 0 0 
M.S. angles (Usaspead) £99 10 O 
Casehardening (EN) (Usacase) 

over I+ in. to 2 in £63 9 6 
M.S. bars + Ym (Usamild) 

over I} to 2 £57 3 6 


Carbon manganese semi-freecutting 
case hardening (EN202) (Usaspead 


202) over 14 to 2 in. £72 19 0 
35/45 ton tensile (EN6) (Usen) 
over | to I¢ in. £64 17 6 


0-4 Carbon Normalised (Usaspead 
“40"") over |¢ in. to 2 in. £ 

Carbon manganese steel to Speci- 
fication EN.16.T (Usaspead 
5565), per ton £127 11 3 


66 19 6 


Ground Flat Stock 


18-, 24-, and 36-in. lengths (Usa- 
spead). List prices less 5 per cent 


Oil Hardening Cast Steel 
Non-shrink (Usaspead N.S.O.H.) 


2 in. to 24 in., per Ib. Is. tid. 
Non-distorting heavy duty 

(Usaspead H.C.H.C.) 4-in. 

to 24-in., per tb. 4s. 2d. 


Silver Steel 


(0- 194-in. to I4-in.) 
Genuine Stubs quality, per Ib. 
4s. 6d. less 274° 
M.M.C. quality, per Ib. 
2s. 
Boxes of 16 assorted sizes y;-in. 
to g-in. dia. 


5d. + 64% 
7s. 6d. 


Stainless Steel 


K.E. 40.AM (Freecutting), per Ib. 3s. 34d. 


Glacier Machined Bronze Bars 


Phosphor bronze (288) 


Prices on 
Lead bronze 


application 
High-speed Steel 


18 per cent tungsten. Prices on application. 
Tootholder bits: 
Usaspead ‘ Super” 
ee “ Supreme" List price 
Cobalt 10 
3s. 60 
7s. 3d, 


Shimstock 


Steel assorted, per tin 
Brass - * 


6 Macready’s Metal Co., Ltd., 
Road, N.!. 
London Office. 
London area. 


Pentonville 
Subject to confirmation by 
Delivered free by van in 
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| GAUGES - PRESS TOOLS - MOULDS * DIES 
SPECIAL TOOLING EQUIPMENT 


BUSWELL & SWEENEY LTD. 


BORDESLEY BIRMINGHAM 
TELEPHONE VICTORIA S666 


qtir 
Sg= — 











J & S—MICROMATIC 


Odee-Hone 


HONING-TOOL ... 
A general-purpose honing tool requiring 
no special machine or skill to produce 
extremely accurate, highly finished 


For cylindrical surfaces. surfaces on all types of cylindrical parts. 


Ks small 


A. A. JONES & SHIPMAN LTD., 
Narborough Road South, Leicester. 
Tel: Leicester 823222 (8 lines) Grams: ‘Chuck’ .Leicester 


When answering advertisements kindly mention MACHINERY. ° 
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The makers of this 
famous kit rely on.. 


ALUMINIUM 
PRESSURE 
DIECASTINGS 
by THE 


30 ROUGH 


DIE CASTING & MACHINE CO. LTD. 


TELEPHONE:—PETERBOROUCH 2084 
MAKERS OF DIECASTINGS IN ALUMINIUM OR ZINC 














s 
G 
why 
‘ewe 
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EXPERTS IN THE IMPOSSIBLE 


Many of the run-of-the-mill jobs that our investment casting foundry turns out by the 
hundred or thousand started by being labelled ‘impossible’: complex shapes, bristling 

with re-entrant angles, in difficult machining metals like stainless, heat resisting, 
high speed and cobalt alloy steels. 

Over the years we have developed our techniques and equipment to the point where we 
actually welcome the ‘impossible’. Our foundrymen are experts, like these men in the 

photograph. They are relying on the refiex judgment of years of experience to decide when 
the melt will be ready to pour from the arc furnace. 

In addition we can command the facilities of the Napier Metallurgical, Chemical and 
Mechanical Research Laboratories. This is how we are able to turn out many thousands of 

precision castings each week for all types of engineering projects, from aero and marine 
engines, aircraft, guided missiles, automatic machinery and farming machinery, 

right down to mechanical toys. 
Perhaps you have a job which is costly to machine and 


(in your opinion) ‘impossible’ to cast. If so, we'd 

like to hear about it. We may be able to help you. NA PIER CA + T 
Our 24-page booklet ‘‘ Napier Investment 
Castings’ can be obtained by writing to FOR THE FINEST INVESTMENT CASTINGS 


Napiercast Foundry, 211 The Vale, W.3. 
D. NAPIER & SON LIMITED . LONDON .- W.3. 


When answering advertisements kindly mention MACHINERY. 
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The choice 
is often 
difficult 


1958 





» ta TP 


ey 








May we pick the winner for you .. . 


When choosing between Die Castings or Hot Pressings you can count on us for sound, fy 
unbiased advice! We make both HOT PRESSINGS in Brass, Bronze, Copper or ' 
Aluminium, and GRAVITY DIE CASTINGS in Brass, Bronze or Aluminium. 





The unique experience of our organisation—two separate yet inter-related operations 
under one roof—will ensure that your choice is correct 

For a constant or phased supply of DIMENSIONALLY ACCURATE PARTS in 
Brass, Bronze, Copper or Aluminium —see us first! Our Technical Representatives 
are always at your service 


BRASS PRESSINGS (LONDON) LTD. 
THE NON-FERROUS DIE CASTING CO. LTD. 


Non-Ferdica Works, North Circular Road. London, N.W.2 Tel.: GL Adstone 6377 














1732A 





GILLS crmnciam 


Specialists in 


PRESSURE DIECASTINGS 


in ZINC BASE ALLOYS 


GILLS PRESSURE CASTINGS LTD. ~ 


24S TYBSURM ROAD, ERDINGTON, BIRMINGHAM 
TELEPHONE: EAST 1008 












ENGRAVING — | ig 


ALL KINDS 

IN ALL METALS 
J. W. & C. J. 

PHILLIPS LTD. 


POMEROY STREET 
LONDON, _S.E.14. 


~ PROMPT DELIVERY _ 


eer" 



















DIES, 
MOULDS, SCALES, 
NAMEPLATES, BRANDS. 
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Service 1s a Tradition... . 


s regarded the provision of a 
service, from design to fimshing, as a major necessity 
between the conception of a product and its 
to a market. That service, in the supply of zinc and 
aluminium die = castings, 1s now traditional with us 
Add to it our years of experience and we can present 
a very good reason why we are the largest pressure 
die casting Organisation in the country, serving the 
needs of over 700 customers in 30 industries 





THE WOLVERHAMPTON DIE CASTING COMPANY LIMITED 


GRAISELEY HILL WORKS WOLVERHAMPTON TELEPHONE 23831/6 


When answering advertisements kindly mention MACHINERY. 
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R 
PLL TRADES 







PRESSURE AND GRAVITY 
DIECASTINGS 

IN ALUMINIUM AND 
ZING BASE ALLOYS 
SAND CASTINGS AND SHELL 
MOULDED CASTINGS 

IN ALUMINIUM, 


GUN-METAL, BRASS, ETC. 
Head Office 


UNIVERSAL ENGINEERING COMPANY 


CASTLE BOULEVARD NOTTINGHAM 
1 oe a5 ¢ 1 . TELEGRAMS LIGHTNING 
f Telephone Regent 6170 











ADVANTAGES 


% To the user—increased productivity with increased 
working capital. Economies made possible 
by scrapping obsolete machinery. 


% To the supplier—Will not lose customers by failing 
to offer credit facilities. 


% To both—Progressive expansion by the maximum use 
of the MUTUAL PLAN. 





Write for copy of this booklet NOW 


MUTUAL FINANGE LIMITED 


BANKERS 
f—&201 REGENT STREET, LONDON, W.!., AND BRANCHES 
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16 Gu 


is especially true in die 
casting. 

|700ft. per minute on the 
Cold Chamber No. 10 and 
13 shots per minute auto- 
matically on the Hot 
Chamber No. 10 is ample 
proof that EMB machines 
are a long way ahead. 
Are your machines up to 
this speed? = West Bromwich 


When answering advertisements kindly mention MACHINERY. 
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These two series of 
reversible vane-type motors 


are available for rotary drives 


Series M2-200 


Max. torque 290 Ib.-in. at 1,000 p.s.1. 
Max. speed 1,800 r.p.m, 






Series M2-400 


Max. torque 1,000 !b.-in. at 1,000 p.s.i. 


Max. speed 1,800 r.p.m. 


Additional advantages 
are 


low cost and ease of maintenance. 
For further details 
please ask for 


Publication 1/34. 





by STEIN ATKINSON VICKERS HYDRAULICS LIMITED 


$.4.V. HYDRAULICS 60 Buckingham Palace Road London $.W.1 





Broadway /savh {4 
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MOTOR 12S 


Special Hot Die 
and Mandrel Steel 


“Motor 12S” is suitable for many Hot Work 
purposes up to approximately 600/650° C. 


Possesses 2 high degree of red hardness and 
may be water cooled during work. 


This steel is particularly suitable for: Hot 
Pressing of Brass and other non-ferrous metals. 
Extruding ferrous and non-ferrous tubes and 
solids. Pressure Die-Casting of Aluminium 
Alloys. Drawing, Piercing, Stamping, Forging, 
Punching, Swaging, Heading, Shearing, Pressure 
Discs, Heading Tools, Pegs, Cores, Roll Dies, 
Chain Welding Dies, Inserts and Bolsters. 


Deliveries from stocks at Sheffield and 
Birmingham. 


We have a quality of steel for every tool steel 
application. Write for further details. 


We can heat-treat your tools for you 


HEAD OFFICE: PLUTO WORKS, WADSLEY RICHD. W. 
BRIDGE, SHEFFIELD, 6. Telephone: 48721/2/3/4/5. 


Telegrams: Pluton, Sheffield, 6. 

SOUTH MIDLANDS BRANCH WAREHOUSE 
AND HEAT TREATMENT DEPT.: KEELEY 
STREET, BORDESLEY, BIRMINGHAM, 9. Telephone: 


Victoria 1144/5/6/7. Telegrams: Pluton, Birmingham, 9. 


LONDON OFFICE, WAREHOUSE & HEAT AND C O MPAN ¥ OF D 


TREATMENT DEPT.: THIRD CROSS ROAD, 


TWICKENHAM, MIDDLESEX. Telephone: POPesgrove 
0151/2/3/4. Telegrams: Carriond, Twickenham, Middle- 
sex. 


When answering advertisements kindly mention MACHINERY. 
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Ti nies TL 












= There’s no limit to 4 
=") the versatility of 4 


RICHARDS 












We are equipped for machining on Single and Multi Spindle 
Autos from fin. to 3in. diameters in Free Cutting Mild Steel, 
Brass, Alloy Steels, etc., Turning Milling and Grinding 
capacity available. 





CHARLES RICHARDS & SONS, LIMITED 


IMPERIAL BOLT AND NUT WORKS, DARLASTON, NR. WEDNESBURY. 
Phone: James Bridge 3188 (8 lines) P.B.X. Wires: “Richards’’ Darlaston 





This new and powerful clamp known as the 
“ Bulldozer” is a recent addition to the 
world-famous range of Speetog instantaneous 
clamping equipment. It provides a compact 
toggle-operated tool for side or end ing 
in the minimum of space, since the hand*lever 
and toggle links move in a vertical plane. 
Clamp is only 2jin. high in the closed 
position, so that there is ample overhead 
clearance for milling and surface grinding 
operations, etc. 


 a— 
CLAMP 
IN OPEN 
POSITION 









Patent No. 627324. 


Speed tools lt 











VEREKER BUILDINGS, GRESSE ST., LONDON W.1. Museum 1039/1099, 
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Araldite Resins for Tooling is the title of a new ly 
booklet describing processes which save a great deal 


of time and money. It gives methods and formule Sen d ¥y Ou 


covering the following applications of epoxy resins: 
a copy? 





Jigs, fixtures and 
duplicate models 





Press tools 





Drop hammer dies 








Rubber press tools 





Stretch blocks 





Vacuum forming tools 





Matched moulds and 
rubber bag moulds 











Joggle blocks 











Hammer forms 











Router jigs 








Araldite epoxy resis 


Araldite is a registered trade name 


Cl BA (A " R. L .) LI M IT Ek D Duxford, Cambridge. Telephone: Sawston 2121 


AP 428A 
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DUAL PURPOSE 


Dual function—quickly converts from floor crane to loading hoist or 
driver's mate. Adjustable beam, smooth operation, robust con- 
struction. Epco cranes earn their low cost many times over. Two 
models, 2/5 cwt. and 10/20 cwt. 


0, Send for illustrated leaflet. 
f ae) 























Grams: Epco, Leeds, 7. 





High speed 
turning of high 
tensile steels 


Bar turning by the Cross Chord clamp tipped tool, 
in which a tungsten carbide cutting edge is inclined 
at 50 deg. to the axis of the work, offers the follow- 
ing unique combination of advantages :— 


Exceptional results on all materials up to 
the highest tensile strength 


Longer tool life at higher speeds 

Improved work surface finish 

Floor-to-floor times reduced by at least 50°, 
Four interchangeable cutting edges 


High modulus carbide shank greatly increases 

rigidity 
We shall be pleased to advise you on suggested 
applications for this tool and the services of our 
Chief Demonstrator are available to demonstrate 
the Cross Chord in your own works. 


-Cross Chord tool cutting $.96, 80-ton steel at 600 ft./min. Depth of cut 
0035in., feed 0-O6in./rev. By permission of the College of Aeronautics. 


PRODUCTION TOOL ALLOY CO. LTD. 
HARLINGTON WORKS, SHARPENHOE, BEDFORD 
Telephone: Teddington 315-6-7 Telegrams: Perpo Luton Telex:14-625 
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PRODUCTION 


This special three-way machine at 
Rubery Owen (Warrington) Ltd., 
is setting up high production rates 
on rear axle casings. Twelve 
holes are tapped 7in. dia. by 
14 T.P.1. and both ends are then 
threaded I! T.P.I. by 2}in. dia. 


If your drilling and tapping requirements 
call for standard or special machines, you 
cannot do better than—CALL IN 
POLLARD—Get in touch with us without 
delay. 


FREDK. POLLARD & CO. LTD. 


CORONA WORKS, LEICESTER, ENGLAND 
Phone LEICESTER 67534 (5 lines) 


LONDON OFFICE 

COASTAL CHAMBERS, IS ELIZABETH ST. BUCKINGHAM 
PALACE RD., LONDON, S.W.!. Phone SLOane 8880 
SCOTTISH AGENTS 

W.S. LANG & CO. 48 OSWALD ST. GLASGOW, C.! 
Phone CENTRAL 2539 
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2:2 spoT FACER 


AND BORING 
TOOL ee nse 


CUTS TIME IN HALF! 


EXTREMELY RIGID—ACCURATE 
ADJUSTABLE TO ‘000! WITH MICROMETER SCREW 
QUICK CHANGE OF BLADE 





Two tools wili cover range from 24in.—12jin. 


MODEL 1500 MODEL i150! 
2in. Body Diameter. Capacity 34in Body Diameter. Capacity 
Atin. co 34in. and 44in. Min, to 6in.—7tin. 9Zin—I2fie 





© 
WRITE FOR FULL DETAILS TO DEPT. Mi 


HENRY CHALLIS LTD 


VALIANT HOUSE: VICARAGE CRESCENT « BATTERSEA, SWiIl+ Tel. BATTERSEA 9581 














You call the tune . . . 


and see how 
readily our craftsmen 
respond by producing your 
needs precisely —in double 
quick time. The dry-sea) 
thread seen here 
answers many problems 
satisfactorily. 
We specialise in 
REPETITION WORK IN ALL 
METALS, PRECISION 
TURNED AND SCREWED, 
MACHINING AND 
LIGHT ASSEMBLIES. 
Write for brochure. 


The 

Castile 
Engineering 
Co. 


(NOTTINGHAM) LTO, 
HASLAM STREET. 
CASTLE BOULEVARD, 
NOTTINGHAM 


Telephone 
Nottingham 
40068 (3 lines) 
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Type J.B.—write for 
illustrated brechure 
and specification. 

















10 H.P. Main Drive Motor. 
18 Spindle Speeds 15-750 R.P.M. 


All headstock gears and shafts from alloy forgings 
hardened to 70 tons tensile. 


120 Change totally enclosed feed and screw cutting gearbox. 
Sliding feeds from 6°002in. to 0°128in. per Rev. 

Surfacing feeds from 0°001in. to 0°056in. per Rev. 

Threads from 1-56 T.P.I. 

Metric threads from 0°5 to 28 mm. pitch. 

All available as lever and dial change. No pick off gears. 


Diagonally braced chill cast sloping angle bed to combine the rigidity of the flat typeshear with the 
accuracy of the Vee guide. 


Pressure lubrication to headstock and gearbox. @ Electric coolant pump and Deep Swarf tray. 


You are cordially invited to visit our works at Brighouse, Yorkshire, to view these machines during construction 
and under test. 


BINNS & BERRY BROS. (HALIFAX) LTD. 
OVENDEN + HALIFAX + ENGLAND 


Telephone : HALIFAX 60231-2-3 Telegrams : BORER, HALIFAX 
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CUTTING TEETH7 
THAT’S CHILD’S PLAY TO THE 
SPECIALIST 
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af 
AURORA 
= GEARS 


We have been doing it for over half a century, 
and produce a very comprehensive range of 
gears large or small, bevel or spur, for Britain 











or abroad. 


Our technical representatives 
will be pleased to call and 
discuss your requirements. 


AURORA GEARING CO. (WILMOT NORTH) LTD. 


EDMUND ROAD SHEFFIELD 


MACHINERY 


June 27, 1958 





DIE PRODUCED, AT 
THE RATE OF 










































































(A Subsidiary of Aurora Gear & Engineering Co., Ltd.) 





































































































LESS 
WEAR 
LESS WASTERS 
MORE Photo by courtesy of 
PRODUCTION Messrs. Wallis & Co. (Long Eaton) Led. 


MORE Universally accepted as the greatest 
advance ever made in die metal technique. 
Ask for revised brochure, giving full 
details and latest technical information. 


BV EIN Me 


METAL FOR PRESS TOOLS 


'N. C. ASHTON LTD 


ST. ANDREW’S ROAD, HUDDERSFIELD ENGLAND 


TELEPHONE: HUDOERSFIELD 6263/4 
CW 3269 





PROFIT 
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* IMMEDIATE DELIVERY 


from LONDON STOCK ! 


VERTICAL MILLING 
MACHINE TypeVF2A 


Képing VF2A Vertical Mining Machines— 


Table size 59 x 14—in operation at the Metal 
Box Co. Ltd. on general precision engineering 


and high production work, 


In addition to power feed in all three directions of table, they have power feed to spindle 
and adjustable stops. Also rapid power feeds on all movements. Swivelling head, auto- 
cycle movement in longitudinal traverse of table. Adjustable drop worm, disengagement 
of power feed to spindle which is furnished with an efficient brake for rapid stopping. A 
large range of optional extra equipment for accurate adjustment of table and accurate 
depth milling for jig boring purposes. Power circular milling with indexing attachment, 
etc. Robust construction, unsurpassed Quality and Workmanship. 


DISTRIBUTORS AND STOCKISTS FOR THE UNITED KINGDOM 


a; MORTIMER ENGINEERING 


proprietors CQMPANY 5s cuitermanaco tt 


Showroom & Sales: 204-206 ACTON LANE + HARLESDEN ~- N.W.10 Tel. 


When answering advertisements kindly mention MACHINERY. 
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Here is the simple answer to your part numbering 
problems — a precision set of hardened steel type 


enabling you to make up any combination of letters and 
figures, 









Pryor Interchangeable steel type is made in seven sizes 
dy”, te”, fo”, &Y, He”, 3°, 8, and is available from stock 
as a complete fount (as illustrated) or as individual pieces 
and holders for hand or machine use. 


EDWARD PRYOR & SON LTD. 


BROOM STREET SHEFFIELD ENGLAND 
Phone SHEFFIELD 2316! (5 lines) 











For every Sawing-off Job 


ARMSTRONG-BLUM 


MARVEL 


N° 8 BAND SAW 


Handles all cutting-off jobs from the most delicate 

to heavy solids. Cuts slots, copes, notches, 

and mitres without moving the work. Column can be 
tilted to 45° for mitring. 


Capacity 18” x 18" or 24" x 18" 
Power feeds and 3 or 6 cutting speeds ; 
And the No. 24 for the STEEL MILL, FORGE or WAREHOUSE 


SOLE U.K. DISTRIBUTORS: 


DOWDING & DOLL LTD 


346 KENSINGTON HIGH STREET, LONDON, W. 14 


Telephone WESTERN 8077 (6 lines) Telegrams ACCURATOOL HAMMER LONDON 


VA 


Sa 




















Write for the illustrated 
brochures 









123 
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You are invited 
toa 


MACHINE TOOL DEMONSTRATION 


at TRAFFORD PARK, MANCHESTER 
WEDNESDAY and THURSDAY, July 9th and 10th 1958 


— — — when a unique new machine will be introduced to the British Market: 


THE HEID COPYING LATHE WITH VARIABLE CENTRE HEIGHT 


Model VK.56 
Outstanding features of the machine are... 


@ Virtually a 50% increase in diameter capacity over the entire turning length 
compared with conventional machines of the same basic dimensions. 


@ It will copy-turn over its entire sliding and surfacing capacity. Demonstration 
Model IOft. between centres. 


@ Whatever the diameter of the workpiece the cutting forces always fall within 
the bedways, resulting in less stress to the machine and finer finish. 


— — — but it is a machine that has to be seen to 


appreciate its full potential * 


* Other machines for which we 
are sole U.K. agents will also 
be on show, including: 


Heid Sensitast lathe. 

Heid Planer Drive Unit. 

Heid Multi-disc Clutches. 

Pfeifer Horizontal Boring & 
Milling Machine. 

Technoimpex Milling 
Machine. 


TOS Centreless Grinder. 


Admission by 
ticket only 


Write or phone 


NEWMAN INDUSTRIES LIMITED 


Your YATE, BRISTOL 


Telephone: CHIPPING SODBURY 3311 
Manchester: Chronicle Buildings, 74, Corporation Street, 4. Telephone: Deansgate 2837/8 


When answering advertisements kindly mention MACHINERY. 
p2 
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Engineews always rely on Grey L Rushton’ 
British Precision .. . 


MEASURING INSTRUMENTS 


(VERNIERS ALL TYPES) 











O.S. TYPE 
CALIPER GAUGE 


SINE BAR 


DEPTH GAUGE 





GREY & RUSHTON LTD. COVENTRY 


es: 
EXPORT ENQUIRIES WELCOME Telephone: COV ENTRY 60119 





Made ts measure / ~ SY 


— 





ai 


SPUR GEARS BEVEL GEARS ; | 
HELICAL GEARS WORMGEARS —.4),),))) 


ee AL is 
DAVID BROWN ocirroxsrios sccés cimiren <4a & 


LONDON GEAR DIVISION Stonebridge Park Works Nth Circular Rd London NW10 Elgar 6824 


\ 
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EFFICIENT, ECONOMICAL SUPPLY 
OF COMPRESSED AIR 


Famed for RELIABILITY and LONG LIFE, “BROOMWADE” Air 
Compressors soon repay their initial cost. Simple design, slow speeds and 
adequate cooling ensure high efficiency. Constant research and develop- 
ment steadily improve performance. 

Illustrated is the “ BROOMWADE” Type TS2X Two-Stage Double-Acting 


Air Compressor supplying 1000 cu, ft. Free Air per minute at 100 lb. per 
sq. in. pressure, 


vie 
1 


. oe 


7; "=e 
. 


' 


STATIONARY AIR COMPRESSORS 
Your Best Investment 
BROOM & WADE LTD., P.O. BOX No. 7, HIGH WYCOMBE, ENGLAND 


Telephone: High Wycombe 1630 (10 lines) Telegrams: “ Broom,” High Wycom 


be, Telex. 
570 SAS 


When answering advertisements kindly mention MACHINERY. 
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complete 
manufacture of 
PRECISION GROUND \‘ 
helical and spur gears 
up to 12 ins. diameter 













design and manufacture 
of complete gear boxes % A 


sex. Telephone: FELtham 4851-5 
Cables: Centrax, Feltham 











175 CERTAINLY ’ 
A FABRICATION 


Machine Tool Frames, Bases and Cabinets 
Welded Fabrications of Any Description 
From 5ibs. to 5 tons in Weight 


Excellent Facilities for Machining 





We recently fabricated this 8 feet dia. 
reel to carry 15 tons of steel cable. 


y 
AND A GOOD ONE BY REOGRAVE DEAN 


REDGRAVE DEAN & CO. LTD., STATION ROAD, COLESHILL. 


Tel. Coleshill 3001-2 


When answering advertisements kindly mention MACHINERY. 
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& COMPANY LIMITED 

LEDSAM ST., BIRMINGHAM, 16 
Telephone No. EDGbaston 2276 

A Member of the Stavely Coal & Iron Co. Ltd. 
Group 

Sole Agents: ALFRED HERBERT LTD. COVENTRY 
Telephone No. 9221 
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heavy duty 


—LOW OPERATING COSTS 


HYDRAULIC 
" PRE-SELECT " 


At B-T-H Ltd Rugby 


This big ARCHDALE hydraulic 
’ Pre-select * cuts drilling costs 
on outer casings for steam 
turbines at B.T.H. Ltd., Rugby. 
Spot facing as well as drilling 
is carried out and the pre- 
selection of speeds and feeds 
reduces idle time to a minimum. 


These machines give 22 spindle speeds and 18 
rates of feed, all pre-selected at any time, with 
the spindle stationary or running. 


Capacity: 34" diameter in mild steel. Speeds: 
11-1450 r.p.m. Feeds 8-540 r.p.i. Built in sizes 
from 5 ft. to 14 ft. spindle radius. 


When answering advertisements kindly mention MACHINERY, 
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THREAD MILLING HOBS, Gaasene 
and GRUSHERS.-- (ion 


We are specialists—and these tools are 
made in our own Works from tungsten 
steel of the highest grade, carefully heat 
treated and inspected. Pitch and form 
are of guaranteed accuracy. Our Swiss 
Reishauer grinders have increased our 
capacity, particularly for ‘specials’, and 
we hold a large stock of standard sizes 
for every make of machine. 








DOWDING & DOLL LTD Aah ws to cond 


346 KENSINGTON HIGH STREET, LONDON, W.14 
Telephone WESTERN 8077 (8 lines) Telegrams ACCURATOOL HAMMER LONDON 


our detailed 


catalogue. 





121 





MADE IN SIZES UP TO 1Oin. 
OUTSIDE DIA. IN STEEL OR 
BRASS SHIM STOCK FROM ; 
0°002in. TO 0°020in. THICK. 
ALSO IRREGULAR SHAPES 


We shall be pleased to receive your 
enquiries. 





BONEHAM & TURNER LTD. 
MANSFIELD . NOTTS. 


When answering advertisements kindly mention MACHINERY, 
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HIGH PRECISION 


SURFACE GRINDER 


18" x 6" and 24" x 8" 


x RELIABLE 


A simple, _hydraulically-operated 
machine, reasonable in price and 
capable of outstanding results on a 

wide range of work. Table traverse hand or 
hydraulic. Cross feed hydraulic, giving a 
movement in either direction of 0°010in. to 
0°060in. per stroke. Nitralloy spindle in 
special lead bronze bearings, ensuring 
exceptionally accurate grinding to a good 
surface finish. 


MAIN DIMENSIONS Model 70 Model 75 
TABLE WORKING SURFACE ... 18” x 6" 24" x 8" 
LONGITUDINAL TRAVEL ... 19" 25" 
MAX. DISTANCE TABLE TO 

ag ents 
VERTICAL MOVEMENT OF 

SRS Saga are 10" 
CROSS FEEDS .. ... ... 010" to -060" 


per stroke 
TABLE SPEEDS (INFINITE) ... 5-60 ft./min. 


1" 


G. W. S. BURDETT & CO. LTD. - EASTGATE - PETERBOROUGH - ENGLAND 





When answering advertisements kindly mention MACHINERY. 
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THE 


THE BEST AT IT’S PRICE! 


SUDS PUMP 
“WITHOUT A DOUBT” 


This is a long-life pump, 
ge self pumping, with har- 
- dened steel or ph. 


bronze gears. 








Body in robust cast iron 


or stainless steel. 





1" delivery. 


Se 
a , Delivery from stock in 3", $", 3" and 


* EDWARD DAWSON (PUMPS) LTD 
SAWLEY, NOTTINGHAM Phone: Long Eaton 3243 














—_—— ~*a 


» GLBAR cautes 


AX ACCURATE ROBUST DEPENDABLE 


Compare 


THESE PRICES | THESE FEATURES 
0:0005in. or 0-Olmm. | Stainless steel rack 








from £2.17.3 | and pinions . 
0-000! in. or 0-002mm. | Rotatable bezel 
from £5.4.6. | Revolution counter 
ams (Continuous and bal- 
ove TE anced readings on the . 


\Anere! S same scale ring 
ows Tan Stainless steel hardened 
wee case stem 


AND, of course, BSI accuracy and dimensions 
MANUFACTURED SOLELY BY: 


ENGINEERING PRODUCTS LIMITED 


GLENBROOK WKS., LITTLERS CLOSE, MERTON ABBEY, LONDON, S.W.19 
— TELEPHONE: LIBERTY 1085 & 1086 


\ 


Write NOW to DEPT. AM for 
particulars of complete range of 
Dial Gauges and Comparators, alvo 
Foot Lever presses and High- 

Speed Drilling Machines etc. 


Sm 


When answering advertisements kindly mention MACHINERY. 
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Step up Production 
with the 


SPECIFICATION 


Grinding Capacity ... 20in. by 6in. by 10}in. under wheel 
Table Size .... 42}in. by Tin. 
Longitudinal traverse 25in. 
__.. * Sere ear 5 - 25ft. p.m. 

sesesesescsee U3¥ cwt. net; 15} cwt. gross 


BOURDON TOOLS LTD 


® 
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HIGH PRECISION 
HYDRAULICALLY 
OPERATED 
VERTICAL SPINDLE 
SURFACE GRINDING 
MACHINE 


This machine has been specifically 
designed for production surface 
grinding operations where a high 
degree of accuracy and fine micro- 
inch surface finishes are required. 


Under these conditions one P.M.2 is 
capable of giving an output equiva- 
lent of three or even four horizontal 
spindle surface grinders of the same 
capacity. 

Allow us to carry out grinding tests on 


your components and submit a full report 
on the results. 


PROVEN ON THESE 
RECENT TESTS 


A 15 hour job reduced to 2 hours. 


A surface finish of one micro inch on 
2}in. dia. tungsten carbide discs. 


| UNION ROAD, CROYDON, SURREY, ENGLAND 
| Telsphone: THORNTON HEATH 3221 


When answering advertisements kindly mention MACHINERY. 
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KALTENBACH 


UNIVERSAL COLD SAWING MACHINE 


Do you cut sections like these? 


& 9 Sho Fo RNGle aoe t a AN 


in Steel, Bronze, Copper and Light Alloys 


Compare these cutting times on the Kaltenbach Saw 
with existing methods. . 








Solid bars 1" = 20 sec. 

a = 24 min. 
Channe} 5" x fe x i" 1 min. 
Iron 6" x 24" x 7") 14 min. 


Features: 

All angles instantly obtainable without swivelling work. 
Automatic feed infinitely variable. 

No deflection in saw blade due to vertical feed. 
Burr-free cut. 

2 speeds. 

Extras available: 


2 extra cutting speeds for light alloys. 
Air clamping arrangement as duplex machine. 


Sole British Agents EDWARDS HOUSE, 359-361 EUSTON RD., LONDON, N.W.1 

Tel: EUSton 468! & 3771 Telegrams: Bescotools, Norwest, London 

words Lf*fd LANSDOWNE HOUSE, 41 WATER ST., BIRMINGHAM, 3 

Telephones: Centra! 7606/8 Telegrams: Bescotools Birmingham 3 

HUMPHREYS for PLANING 


MAGNETIC CHUCKS MACHINES 


KKS.350 











LOADING TIME IS_ IDLE 
TIME—KEEP THE MACHINE 
CUTTING ALL THE TIME 
WITH A HUMPHREYS CHUCK 





The HUMPHREYS magnetic chuck with suitable stop and supports grips the 
section of 60 Ib. rail without resort to clamps of any kind whilst a reasonably 
heavy cut 3" deep x .040" feed is taken. 


J.H. HUMPHREYS & SONS LTD. 
BLACKRIDING ELECTRICAL WORKS MAGNETIC CHUCKS, WORK 


WERNETH OLDHAM HOLDERS, MAGNETIC EQUIP- 
TELEPHONE: OLDHAM MA\In.= 6067 MENT, AND DEMAGNETISERS 
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THE ORIGINATORS & MANUFACTURERS 
OF BRITAIN'S LARGEST RANGE OF 
TOGGLE CLAMPS 


When answering advertisements kindly mention MACHINERY. 
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MACHINERY 





Dia. 


* 
ACE 


British made 


10in. Heavy duty 
UNIVERSAL ANGLE 





* UNIVERSAL APPLICATION !!! 





















-a” ales 
ROTARY & 
TILTING 
TABLE 
WITH 
SWIVELLING 
BASE 


* FOR 
DRILLING 
SHAPING 
MILLING 
GRINDING 

* FOR 
TOOLROOM 
OR 
PRODUCTION 








W. URQUHART 










1023-7 Garratt Lane, London 
S.W. 17. Balham 855! (5 lines) 
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THE AMAZING 


FRIKLA 


STANDARD AND 
DE LUXE MODELS 
The Most Inexpensive T & C 
Grinder sold throughout this 
Country 
FULLY UNIVERSAL TOOL 
AND CUTTER GRINDER 
WS1. £267 
De Luxe WS2. £385 
Jin, swing x 20in. centre 


Compact — Movements in 
every possible direction. 
Grinds all types of cutters, 
reamers, etc. Included in 
standard equipment is a 
special Dividing Headstock. 
Silk-like movements. Built to 
the same fine limits and 
finish of ‘ Frikia’ products. 


Prompt Delivery 


TRADE SUPPLIED 





MOTORISED WORK HEAD 
EXTRA 
ALSO VERTICAL AND 
HORIZONTAL MILLING 
ATTACHMENTS 


@ Swivelling Head for Angular and Surface Grinding 


W. URQUHART 


1023-7 Garratt Lane, London 
S.W.17. BALham 8551 (5 lines) 











J.THOMSON & SON Gears!LTD 


SWAN GEAR WORKS 





* NEW ADDINGTON - 
Telephone: LODge HILL 3125 


CROYDON 


When answering advertisements kindly mention MACHINERY. 
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REGALOX x 


HARD CERAMICS 
FOR ENGINEERING 


Let our ‘* REGALOX”’’ technical 
development advisory service tell 
you how ‘“ REGALOX”’’ can be 
applied to your preducts, your 
production and maintenance. 


Ahead bibidba 


WAAA\ 


~ 
> 
2 
“< 
~ 
> 
3 
e) 
r 4 
G 
> 
7 
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WEAR & HEAT DIMENSIONALLY STABLE s LOW CO-EFFICIENT e HIGH PHYSICAL 
RESISTANT ® UNDER ALL CONDITIONS OF FRICTION PROPERTIES 


With a hardness between diamond and sapphire, highly resistant to wear 
and possessing excellent physical properties. ‘ REGALOX" hard ceramics 
now open up new possibilities in the fields of Chemical, Electrical and 
Mechanical Engineering. 

Unaffected by high working- temperature, '' REGALOX " remains dimension- 
ally stable under all conditions. It holds close dimensional tolerances and 
concentricity. It is impervious to moisture and withstands the action of 
practically all chemicals. Where required, components can be high 
temperature metallised—a process which has already had a wide application 
in the Electronics field. 

The advantages of ' REGALOX" particularly its wear resistant quality, 
reduce machine maintenance and replacement of parts. 

“ REGALOX ” is already operating successfully in the Textile, Wire, 
Paint, Brickmaking, Grinding, Copper, Tin, Mechanical, Chemical, 
Nucleonic, and General Engineering Industries. Typical applications 
include:—Drill Bush Liners—Plug Gauges—Jig Bases—Tesxtile and 
Wire Guides—Sand Blast Nozzles—Pump Seals and General Machine 
Components—Fuse Cores—Tiles—Grinding Balls—Brickmould Liners 

Insulators—Bushes—Rods and Tubes. 


Industrial Ceramics Division 


THE WORCESTER ROYAL PORCELAIN CO. LTD 7 UsPerime ae 


GLAMORGAN SOUTH WALES 


INDUSTRIAL CERAMICS DIVISION emanated rid cast col? 


PORCELAIN, TONYREFAIL 
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he last word in Drawing Office efficiency 
Ess 


DRAFTING MACHINES & 
DRAWING TABLES 


ISIS Drafting Machines are now fitted 
with improved Protractor heads, the 
special features are fully explained 
in our ISIS catalogue, which will be gladly 
sent on request. The ISIS Drawing 
Tables are in complete balance at any 


; height or inclination of the board. 
sis drawing table 
fitted with Isis 


—_——_——_— Isis drawing 
table fitted 
. . . . . 
Geofting machine We are distributors of RIEFLER) Drawing Instruments of quality 
ee 


with parallel 





: motion straight 
edge. 
J.W.SMITH eX LTD 


DRAWING OFFICE SUPPLIES AND EQUIPMENT 


36 & 41 QUEENS ROAD, COVENTRY 







ARISTO 


slide rules of precisior 





Grams : ‘ISIS’ Coventry. 
Tel : Cov. 62058-9. 








{ 


om a "wr" 
\ \ \ 


ant 


~ 


\ 


| 


p 


in 


( 


RATCLIFFE (ROCHDALE) LIMITED. 


CRAWFORD SPRING WORKS © NORMAN ROAD + ROCHDALE 





CW 5152 
When answering advertisements kindly mention MACHINERY. 
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Moving Column can be brought close to the job - Table fully supported in all positions 


ALL GRAFFENSTADEN BORERS HAVE: I. Hardened and ground gears. 2. Rapid 
traverse to all movements including rotation of table. 3. Spindle of high tensile nitrided 
steel. 4. Faceplate rotating independently of the spindle, so that both can operate 
simultaneously at the same or different speeds. 5. Outer support bearing moving up and 
down automatically, simultaneously with the spindle. 


3k GRAFFENSTADEN also make Table aay 
Type and Floor Type Borers. Over a 

century of manufacturing experience 
puts them at the top of their class. 








5 TERRE ct i eo: IS 
a 





Sole Distributors for A Cc th A 34 % L t aed 5 T & & 


the United Kingdom. 57, WoOLBORN VIADUCT: LONDON: E.C.1 Phone : CENtral 2287/8/9, 6811/2 
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FULLER HORSEY 


SONS & CASSELL 
10, LLOYDS AVENUE - LONDON -E.C.3. Phone ROYAL 4861 
















DRILLS SHARP . e¢ 
RAPIDLY AND CHEAPLY ON THE 


9 
& 


4 E BRITISH MADE 


TWIST DRILL 
SHARPENING MACHINE 


%* SIMPLE — FOOLPROOF 
%e NO BUSHES NEEDED 4 
% ANGLE ADJUSTMENT FROM 60° TO 180° 








% BACKING OFF ADJUSTABLE AS REQUIRED 


Two Sizes qgin. to fin. Capacity | & 
fin. to 2in. Capacity \ 


WRITE NOW FOR COMPLETE DETAILS - 
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... is good enough for FENNER 


No. 1 Ribbed Smoked Sheets from Selangor River Estate— 
or Harewood Estate—these names mean Rolls-Royce 
quality to the man who buys rubber. We buy these rubbers 
to make the best V-Belts you can buy. 


Then we process it on equipment made by names such as 
Bridge, Iddon, and Shaw, and on many ingenious machines 
made by our own engineers. 

We know those with sufficient money can also buy these 
quality materials and machines, but to make the BEST 
V-Belts it takes ‘know-how’. We have a team led by Tom 
Hall (A.1.R.1. since 19532) who have been improving V-Belts 
continuously for 21 years. If only the best at a competitive 
price is good enough for YOU, then Fenner V-Belts are the 
ones to buy. 


J°H- FENNER & CO- LTD > HULL 


LARGEST MAKERS OF V-BELT DRIVES IN THE COMMONWEALTH 


HP.5920 


When answering advertisements kindly mention MACHINERY. 





134  (Suppt.) MACHINERY June 27, 1958 
HOW CAN THEY EXPECT 


GOOD WORK WITH THIS 
NOISE & VIBRATION? 


Vibration doesn’t only wear out workers. It wears 
out machines too. Luckily, there’s Croid- 

Cooper nowadays. With the Croid-Cooper 
method, you stick your machines down like a 
stamp—but a stamp with a holding power of 


50 Ibs. to the square inch—move them when you 





like, do away with bolting, grouting, 
Ma damaged floors. And the Croid- 
Cooper method can absorb 
more than 80% of vertical vibration 





MACHINE FIXING GLUE on some machines. Send for details 





COOPERS 
PELT 





today. 





COOPER & CO. (B'HAM) LTD., BRYNMAWR, : 
BRECONSHIRE. Telephone: BRYNMAWR 312. 















No worries about maintenance or power failure — 
in fact, no trouble at all from the day they are 
installed. 


“ECLIPSE” Permanent Magnet Chucks are 
built to last. They are also designed to provide the 
greatest possible magnetic hold. Wherever magnetic + 
holding is concerned, specify — 


=the only name for... 
wie eoe Magnetic tools 


JAMES NEILL & CO. (SHEFFIELD) LTD.. ENGLAND 
FM 131 Supplies through appointed ‘Eclipse’ Distributors 
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MARTONAIR 


STANDARD 
AIR CYLINDERS 














FLANGE MOUNTING 
B 





REAR 
STANDARD FEATURES ee 
Light alloy end covers and manganese 

bronze bearing housing. 

Steel-backed lead-bronze bearing bush. 

Precision ground steel piston rod. 

Fully adjustable cushioning. 

Wide choice of mountings. 

Specially finished seamless steel tubing. 
TO SPECIAL ORDER coi 

Non-ferrous cylinder barrels available TRUNNION MOUNTING 

up to 4in. bore Piston rod wiper seals. 


RANGE FROM 2in. to 8in. DIAMETERS 
STOCK STROKES 3in., 6in., Yin. and 12in. 
ANY OTHER STROKES AVAILABLE 


MARTONAIR LIMITED 


PARKSHOT - RICHMOND - SURREY - ENGLAND cae acl 
TELEPHONE : RICHMOND 2201 (6 lines) HINGE MOUNTING HINGE MOUNTING 
L M 




















MANUFACTURERS OF PNEUMATIC HOISTS - CYLINDERS - CONTROL VALVES AND ACCESSORIES 
When answering advertisements kindly mention MACHINERY. 
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FO asi 
et ” ida 


Tel: . va ila 
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PRODUCTION TOOLS & MACHINERY 
DESIGNED & MANUFACTURED 







L. A. DREW & Go. Ltd. BRYANT AVENUE - ROMFORD 


ARBOGA 
VERTICAL MILLING MACHINE] [42 AP, $ Sa BY Sen AY Vd 


MODEL EM 825 PRESSINGS PRODUCTION 


Fills an out- 


standing requirement , : BY USING. 


for small work. 
r= 









@ Table, !7jin. by @ Longitudina! 
9tin. or 2in. traverse, Ilin. 
by 9tin or [5S}in. 





@ Eight speeds, @ TabletoSpindle 
20in. 








100 to 2,900 
r.p.m. 

@ Swivellinghead, s 
Rigid Column, e368; 17gin 
Cast-iron base, table 
No. 7 Morse £277 10s., 22in 
Taper,!in.bore. table. 


The universal drawing device 
sini: AND STOCKISTS FOR THE UNITED KINGDOM. for any size and make of press 


SS ine” WORSON DIE CUSHIONS LTD 
RABONE LANE WORKS - SMETHWICK ~- STAFFS 


Showroom & Sales: 204-206 Acton Lane, Hariesden, N.W.10. Te!. ELS 3824 














When answering advertisements kindly mention MACHINERY. 








June 27, 1958 





TYPE 11 P 


The standard 

rotary shaft seal. 
Gives perfect sealing 
at high speeds and 
for long periods, 
with minimum 


! frictional loss. 


MACHINERY 


TYPE 11 P/B 


As type II P 
but with the 
casing covered 
with rubber. 
Interchangeable 
with metal 
case seals. 
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TYPE 23 P 


An external 

seal used when 
fitting conditions 
prevent the 

use of I! P 

or || P/B seals. 








TYPE 12 P 


A rotary shaft 
seal used to 
separate two 
different 
fluids. 





TYPE 13 P 


Similar to type 

12 P but with- 
out a spring on 
the second lip 
which serves 

as a dust excluder. 





TYPE 31 P 


A springless seal 
used as a wiper 
or dust excluder 
for rotating or 
reciprocating 
shafts. 





NU-LIP RINGS 


A special section 
ring which cannot 
twist. Superior to 
the O-ring for 

low and medium 
pressure non-static 
applications. 


PIONEER OILSEALS 


O-RINGS 


A compact automatic 
seal for reciprocating 
and static applications 
over a wide range of 
temperatures and 
pressures. All British 
Standard sizes in stock. 


TYPE 7 P 


A hydraulic and 
pneumatic seal used 
chiefly on recipro- 
cating pistons or as 
a valve stem 
packing. Normally 
fitted in a groove. 


O-RINGS AND HYDRAULIC PACKINGS 


Every fluid sealing application comes within the 


Pioneer range. Write NOW for the 
PIONEER OILSEAL LITERATURE. 
The PIONEER man is trained to solve your 


sealing problems on the spot. Call him in now. 


PIONEER OILSEALING & MOULDING CO.LTD. 


A DIVISION OF J. H. FENNER & CO. LTD. 


Factory and Head Office: Cottontree Works, Colne, Lancs. Tel. Wycoller 471 (8 lines). 


When answering advertisements kindly mention MACHINERY. 
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THE STANDWELL EQUIPMENT CO. LIMITED 
CAMBRIDGE GROVE ROAD, KINGSTON-ON-THAMES 


Telephone : Kingston-on-Thames 4566 (3 lines). 
Telegrams & Cables: IMPRESS, KINGSTON-ON-THAMES 








HORIZONTAL 
SURFACE 
GRINDER 


FOR 

TOOL ROOM 
OR 

PRODUCTION 
SHOP 


CAPACITY 
18in. by 6in. 

by 8tin. 
TAPER ROLLER SPINDLE 
TABLE SLIDEWAYS 34in. 
SMOOTH AND EASY 
TABLE OPERATION 
VERTICAL FEED ‘0005in. 
RIGID BUILD FOR 
PRECISION GRINDING 


vv vvyv 


MODELS (Sin. by6in. .. £185 
18in. by 6in. .. £190 

(as illustrated) 

24in. by 6in. .. £205 

20in. by Bin. .. £215 


VICTA ENGINEERING CO. 


Offices : 
Maidenhead. 


Thicket Corner, 


Tel.; 50. 
and at 


Eagle Works, Chester Rd., Boreham Wood, Herts. Tel.: Elstree 3146 
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NORTON 


STANDARD 


SL 
BENCH 





LEGS 





TOP AND BOTTOM RAILS, 
SIDES AND FEET 
CORED FOR BOLTING 





Also available 


; . : 7 SIZE *A’ SIZE ‘B’ 

in sizes *C&D* with 4in wide 30in. wide 
Yin. by lin. drop of top 30in high —-30in. high 
rail to accommodate 2}tin. wide Top 2}in. wide Top 
thicker timber. Rail ' 


Rail 
din. Bolt Holes jin. Bolt Holes 





Delivery from stock * Special sizes to order :- 


T. NORTON & CO. LTD., CARVER ST., BIRMINGHAM, | 


Telephones: CENtra! 4325 (5 lines) Telegrams : Notronco, Birmingham 








VULCASCOT anti visration paps 


The OIL RESISTANT 
Machine Mountings 


Tested and proved 
by years of usage 











IMPROVE 
PRODUCTION 


Check vibration, shock & noise 
Make machine installations easy 
No fixing bolts required 
Save maintenance time and cost 
Combat nervous strain 
Isolate loads up to 4 tons per sq. ft. 
Standard sizes: I8in. x I8in. x in. 
and 36in. x I8in. x in. 
Manufactured by :— 
VULCASCOT (Gt. Britain) LTD. 
87-89 ABBEY ROAD, LONDON, N.W.8 


"Phone MA\lda Vale 7374/5 for delivery from stock. 














June 27, 1958 MACHINERY ) 139 


So tteseseses 
eesssdssiseseses 
pestesteses: 
tH33t eSeeeeeee: 
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edifor 


The world’s 


AIR COOLED 
most powerful 


R.F. INDUCTION HEATER 


This new 125 kW heater has been specially designed to 
give reliable and continuous performance under the most 
arduous industrial conditions. Its efficiency is unimpaired 
by widely varying electrical loads or poorly regulated 
mains supply. And the IH.45 is air cooled... an 
economy feature no other R.F. generator of this output 
has ever had. Typical amongst many possible applica- 
tions are one shot hardening of gears . . . hardening H 
. eating a spur wheel for 
crankshafts, sprockets and motor car cylinder walls . . . a tractor gearbox before 
rapid melting of Nimonic alloys . . . hardening teeth of hardening in the special 
main transmission gears for lorries ... and tube welding. Redifon quench bath. 
The Redifon IH.45 speeds production by reducing pro- 
cessing time to an absolute minimum, and is so simple 
to operate that it can be used by unskilled personnel. 


Industrial Electronics Division 


REDIFON LIMITED, BROOMHILL ROAD, LONDON, S.W.18 Telephone: VANdyke 7281 
A Manufacturing Company in the Rediffusion Group 


When answering advertisements kindly mention MACHINERY. 
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AUTOMATIC 


THE 





THE CLARK AUTOMATIC PRESS 
FEED 


Stock positively fed without spring aid, on the 
down stroke, allows maximum time for the 
ejection of awkward parts. Progressive tools 
can be automatically fed. Capacity up to 3in. 
Micrometer feed adjustment. 


THE CLARK HORIZONTAL STOCK 
REEL 


Material unwound by natural spring, requires 


mo motor or special fixing. Three sizes 
available, i2in. and 36in. diameter Coils. 


PRESS FEED « REEL 














MACHINE TOOL CORPORATION. LIMITED es 





103 LANCASTER ROAD: LADBROKE GROVE - 


LONDON + W.I1 Phone PARK 9451/2 


NRP 








BUCK & RYAN ‘™ 


ESTABLISHED 1824 


VERNIER CALIPERS 









SUPPLIERS 
AND OF 
HEIGHT GAUGES ENGINEERS’ 
TO 40in. CAPACITY TOOLS 
AND 
MICROMETERS LIGHT 
GAUGES MACHINERY 
FINE TOOLS FOR 
OF ALL OVER 


DESCRIPTIONS 100 YEARS 








OUR EXTENSIVE RANGE IS AT 
YOUR DISPOSAL 


310/312 EUSTON ROAD, 
LONDON, N.W.1. 
AND AT 
261 EDGWARE ROAD, 
LONDON, W.2 


Telephone : 
EUSton 466! 












PROFILE GROUND 
FORM 
TOOLS 


. in High Speed Steel 
and Carbide Tipped 








MOSER CAMS 


465, HORNSEY ROAD, LONDON, N.19 
Telephone: ARCHWAY 1766 & 7017 


When answering advertisements kindly mention MACHINERY. 


& TOOLS LTD. 
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x 


RUSSELL : 


6” fully automatic “ Hydrofeed.” 
Many other types and sizes are 
available ; full details on request. 


l 
i 
i 
\ 


7 
eT 


fe es ee ee ee es es 


Metal Sawing and 
Saw Sharpening Machines 


Efficient Cutting. Russell “* Hydrofeeds ” have a 
hydraulic circuit of their own — specially designed for 
sawing — which offers distinct advantages over the 
conventional circuit. 

Faster Cutting. Material handling and clamping have 
received special attention in designing. 

Agencies established in Australia, Canada, India, New Zealand, South 


Africa, U.S.A., Brazil, Argentine, and all West European countries. 


Backed by over forty years’ specialised experience. Saw Sharpening Machine. Capacity 


11” to 48” blades. 


S. RUSSELL & SONS LIMITED, Leicester, England 


SR.552 


When answering advertisements kindly mention MACHINERY. 





142 (Suppt) 


@ 


HYDRAULICS « 


PNEUMATICS L® 
» 

Feawtly ttt — | 

HYDRAULIC « PNEUMATIC | 

¢ CYLINDERS ¢ SELECTOR VALVES 

¢ COMPLETE CIRCUITS 

* HYDRAULIC ROTARY PUMPS 

* HYDRAULIC HAND PUMPS 


¢ AIR COMPRESSORS, ETC. 
Write for full perticulars 


HYDRAULICS « PNEUMATICS LTD 
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PQUICKIE 


COLLET FIXTURE 
9/16" CAPACITY 
RAPID CLAMPING ~ 
FOR FAST PRODUCTION 


Manufactured by 


ERMA LIMITED 


MOUNT PLEASANT - ALPERTON - WEMBLEY - MIDDLESE* 
Telephone: WEMBLEY 3691-5 Telegrams: ERMOBIL, WEMOLLY 


















For Longer Life... 





LYNDON 


GROUND THREAD 


TAPS 











These are the Taps 
that produce work 
of the highest class to 
fine limits of accuracy. 











We are always pleased to qucte for teps and dies 
of a special character on receipt of specificaticn. 


au 
TOM Carrington sco..ro 


/ LYNDON TOOL WORKS, 


Telepho / J 
dass 'hmcerak wbite WEST BROMWICH, STAFFS. _/ 











For tool 
and general 
grinding... 





Designed and built 
for continuous duty. 

this machine has a 

14 h.p. motor. with 

high censile steel 4 
spindle on combin- } 
ation ball and roller 
bearings. Wheels 
I2in. by tin, ade- 
quately guarded. 
Available as shown 
or for bench 
mounting 











12in. Electric Grinders 


GRIMSTON ELECTRIC TOOLS LIMITED 
DEPT M3, PROGRESS WAY, CROYDON, SURREY 
Telephone: CROYDON 0131 Telegrams: GRIMTOOL, CROYDON 


When answering advertisements kindly mention MACHINERY. 
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A FURTHER AID TO CORRECT READING 
AT NO EXTRA COST 


SHARDLOW 
MICROMETERS 


WITH A NEW OBLIQUE 
LINE SLEEVE TO 
ELIMINATE -025" (-5mm) 


LINE READING ERRORS Aw THIS SLEEVE 


CAN BE PROVIDED 
(PATENT APPLIED FOR) ON EXTERNAL AND 


INTERNAL 
MICROMETERS OF 


1” (25 mm.) CAPACITY. 


WHEN ORDERING 
ADD X TO CATA- 
LOGUE NO. TO INDI- 
CATE NEW SLEEVE IS 
REQUIRED. 


Write for Catalogue of 
Micrometers & Height Gauges 


ASK YOUR MERCHANT FOR DETAILS OR WRITE DIRECT TO 


SHARDLOW MICROMETERS LIMITED 
PETRE STREET, SHEFFIELD 4 


PHONE : 386951/2 GRAMS: MICROMETERS SHEFFIELD 


When answering advertisements kindly mention MACHINERY. 
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Press tools 
Oakaloy 
carbide tools 


(Literature on Request) 











MACHINERY 


June 27, 1958 


LER 

Head Office & Works— sa | NE 
KA) | ays 

BARR STREET, BIRMINGHAM 19 ©s..-2” 
A 


Tel. NORTHERN 8421 (4 lines) (veneen) 
Grams. LENTOOLS, B’HAM, 18 








DELIVERY 

OF SQUARES, 
ROUNDS AND 
PARTING OFF 
SECTIONS 
FROM STOCK 


for details contact:— 





elm Tolelomgelelmceom (M) Mise 





cad 
at 
A 























/ lip/ 
‘ai Fig 


When you require speedy 
positioning, holding down 
and final release on all 
machining and assembly 
operations—either for small 
batch, or long run work- 
like hundreds of other firms 
throughout the country, 
you will find 


the answer pfAN en 


if ll 


sit Manufactured by ili} l | il 
DEAN & MULHALL LTD. _|||||||/ 





HH] 

HHH} 

27 SIDNEY STREET. SHEFFIELD, vallliilt 

Tracing templates att | Hh | 

| i Hiiinearened By reawome lI lll | 


When answering advertisements kindly mention MACIIINERY 
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AGRICULTURE 
PUSTRIES 


g + MACHINE TOOLS 


Duniop Technicians will always advise on any problems concerning installation of Flexible Pipes. Write please to — 


DUNLOP RUBBER COMPANY LIMITED - ST. GEORGE'S ROAD - COVENTRY + TELEPHONE: COVENTRY 6417T 


6n/ 90" 


When answering advertisements kindly mention MACHINERY. 
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Cross 


THE BRITISH 
IRE THREAD 


INSERT 


MADE FROM D.T.D. 239 WIRE 
, HARDENED & TEMPERED 
» This material is suitable for use in 
can ports made in all metals inciading 
; i or gnesi We also 
make stainiess steel inserts 
suitable for use in ferrous metal 
parts and bronze inserts for 
use where full non-magnetic 
properties are required. 




















CROSS MANUFACTURING CO. (1938) LTD. 
BATH - SOMERSET 
Telephone: Combe Down 2355-8 Telegrams: Circle, Bath, 


MACHINERY 


June 27, 1958 


ls oF ats as ABC rn 


by DAVID DOWLING 
ARE Ce LLL ALLS 





Gives reductions from 1:2 to 1:8 as required. Exceptionally fast 
operation enabling engraving to be carried out nearly as fast as ordinary 
writing. Exceptionally sensitive balanced pantograph, giving automatic 
withdrawal of cutter and tracer. An independent hand down feed to 
the cutter spindle gives a fin. vertical movement. Other engraving 
machines and full range of equipment available; details will be sent on 
request. 





DAVID DOWLING LTD., ROEBUCK ROAD, HAINAULT, ILFORD. 
Tel. HAINAULT 4121 











ARBOGA 







Ee. leo 8. 
1” capacity 
radial arm 27” 


speeds 200---3500 r.p.m. 


C5 MORTIMER ENGINEERING CE 


COMPANY 
Sales Office : 204-6 Acton Lane, Harlesden, N.W.10. ELGar 3834 















Machine 

Cut 
Knurls & 
Knurling 
Tools 





Telephone : 
STAFFORD 
304 


3. H. LINES LTD. Globe Works 


* Stafford 








“lefcCo REGISTE ERED (DESIGN 


PERFECT PROTECTION WHEN GRINDING OP 
MACHINING, COMFORTABLE TO WEAR. 
STANDS CLEAR OF THE {FACE 
ADJUSTABLE TO ANY ANGLE. 


Obtainable from all Engineers Merchants 4 
or direct from:— 
J. & E. FERRIS LTD. 
33 MUSEUM ST., LONDON, W.C.1!. 
Telephone: Museum 2876 


Also Jefco face screen for Motor Cyclists 
Non-Splinter front easily 





renewa pie 


When answering advertisements kindly mention MACHINERY. 
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_ NaN ate 


! | Kgoetition, Work 


Ormond can cope whatever the need. Quality is 
assured by the name, and manufacturing re- 
: sources are second to none. An unrivalled 
reputation for service takes care of prompt 
delivery. Please ask us to quote. Any quantity. 


ROADS 


% The 
THE ORMOND ENGINEERING Co. Ltd. 0 ® ivi 0 wi ai 


Ormond House, Rosebery Avenue, 


London Engineering Co.Ltd. 


Telephone : Telegrams : 
TERminus 2888 “ Ormondengi, Smith” 


When answering advertisements kindly mention MACHINERY 
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INDUSTRIAL 
LIGHTING 
UNITS 





Sudsproof 
head 


Where trouble is experienced on machine tools 
due to suds getting into the lampholder, the 
sudsproof head with enclosed lampholder can be 
used instead of the standard head. 


Various lengths of arm (maximum horizontal 
reach 54in.). With pillar or short vertical pivot. 
Six sizes of reflector. Bases for wall, bench, 
ceiling, floor or for mounting direct on machines. 
Also portable types. 


Catalogue sent free on request 


MEK-ELEK Engineering Ltd. 


17, Western Road, Mitcham, Surrey 





PARALLEL ACTION §Phiers are 





MACHINERY 


The KLIPPIT™ 
Portable DRAWING BOARD 


June 27,1958 





A drawing board in your 
briefcase—complete with 
sliding rule, sprung paper 
clamp and set squares. 
Foolscap size in light metal. 
Made by engineers for engineers. 

MACHINE SHOP EQUIPMENT LTD. 
Spenser Street, London, S.W.1. 
Tel: ViCtoria 6086 








FIRM FAVOURITES wth at€ — TRADESMEN 


MAUN INDUSTRIES LIMITED MANSFIELD, NOTTS, 











john Hygate (Bath) Ltd a 








TTT 


invite your enquiries for gears & gear units 


, 
Tele 


phone 
11089 Monmouth Place, Bath. 615il 


When answering advertisements kindly mention MACHINERY. 
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WET or dry, whatever your methods of preparation or 
finishing you are not making the best use of labour and 
plant until you have tried E.a.c. ‘shaped-grain’ flexible 
abrasives. The extra cut and life obtainable from E.a.c, 
belts, discs and sheets is often surprising. 

This is no accident. It comes from designing abrasives 
to suit operation and machine as well as material; and 
from advanced manufacturing techniques. For example, 
a new £100,000 coating plant recently built by E.a.c, 
incorporates such features as electrostatic application 
of abrasive grains and automatic control of thickness, 
temperature and humidity. 

We will gladly send specifications, prices or samples of 
the most efficient abrasive for any operation in your 
industry. 











LIMIT ED} bom cu 
one mace coated abrasives 


GRINDING 


The popularity of this new rapid method of ENGLISH ABRASIVES CORPORATION LTD 
producing accurate surfaces is largely due to the Marsh Lane, Tottenham, London N.17 
introduction of £.a.c. electro-coated waterproof 
abrasives. Unlike dry band facing, the effectiveness 
of which is limited by heat generated, the modern Subsidiary Companies: 
wet belt is capable of extremely rapid, cool stock 
removal. It is suitable for flat and curved surfaces ren wacvates Anuabevins. Lee 
on all metals, plastics, glass, ceramics. 


LONDON ABRASIVES LTD 





Tel: TOTtenham 5057 


THOS. GOLDSWORTHY & SONS LTD 











When answering advertisements kindly mention MACHINERY. 
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/ROTAN) QUICK ACTION: Pneumatic VISE 
WIGGLESWORTH a (ASTCO) (ee ten tes Gp 
short centre 


V ropedrive. 
“TEXROPES” 









# Quien Action MACHINE VISES for speedy mill- 
de High Gripping Power ing, drilling assembly of repetition 
és ine Clemente components or fixtures. 


dk Hand. or foot. UNIQUE SAFETY FACTOR . . . 
Operated ASTCO VISE Mechanisms ensure 

Safety as the GRIP HOLDS at Full 

Power should Air Line pressure Drop 

or completely fail. 

Patented, available in 

standard sizes or to 

customers’ specific re- 

quirements 

AS USED FOR THE 

MACHINING OF COM- 

PONENTS. by manufac- 


turers in many industries Ss : 
N 
I ,s & 
4 wee 
ob DB ae 
7 


As a jig or fixture for 
repetition milling to limits 


of 0-002/0 -CO3in. 














th 


FRANK WIGGLESWORTH & CO. LTD. 


SHIPLEY : saccey « VORKS: 














Sedgiey Street Worl:s. Wolverhampton. 
Telephone: Wolverhampton 23818/9. 








and POWDIRON 
self-lubricating 


bearings 
BOUND Brook BEARINGS LTD 


1! 
Trent Valley Road - Lichfield - Staffs - Phone Lichfield 2027 wie 
Specialists in the production of self-lubricating bearings by powder metallurgy products of the Birfield Group 




















maximum air flow— 

lowest air drop— 

positive air seal— . 
one hand operating— 


#” 4" sizes b.s.p. male and female connections 


INSTANTAIR couplings 


write for leaflet to: 

B. 2. N. PATENTS yt (Division of Broom & Wade Ltd.) 
C.P303 PT. C.l., HIGH WYCOMBE, BUCKS 
When answering advertisements kindly mention MACHINERY. 


MAKING OR CUTTING 


GEARS 


SPUR - BEVEL - WORM - SPIRAL 
SPROCKETS - RACKS 


RODGERS BROS. LTD. 


LONDON GEAR WORKS 
BLACKWELL ST., BRIXTON RD., S.W.9 
"PHONE: RELIANCE 2851 | 
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/VERRD DLEC 
U NUS! US HAL HIGH CAPACITY 


GIRCULAR SAW 


DESIGN FEATURES incorporated to give absolute 
rigidity for the rapid and accurate cutting of all 


METAL SECTIONS, 
PIPES & RODS, Ecc. 

















Linear feed of sawblade carried on 
slide shafts—rack and pinion operated 
—unlimited durability. 





Portable and _ stand 


VERROLEC LTD. mowarcn 6202 | pmcry op w 2m 


27 BALFOUR HOUSE, FINSBURY PAVEMENT, LONDON, E.C.2. Sree 














"'Composine' 


COMPOUND AND SIMPLE 
ANGLE SINE TABLES 


NEW UNIVERSAL TYPE: MADE TO HINGE FROM 
EITHER END OF BASE PLATE TO ENABLE 
ALL COMPOUND ANGLES TO BE OBTAINED 


<QTYPE E.W.U/L. Face Ilin. x Zin. £185 complete with 
é6in. centres. 

SIZES: TYPE E.W.U/L. 
Face (T Slotted) Ilin. x 7in. 
Base 12in. x Sin. 
Height at rest Sin. 
10in. and Sin. Roller Centres. 
TYPE E.W.U/S 
Face (T Slotted) Bin. x Sin. 
8in. and Sin. Roller Centres. 


N.P.L. Certificate supplied at cost if required 
Guaranteed accuracy 0°2 minutes of arc. 

Can be supplied with electric magnetic 

or non-electric magnetic face. 


DLEY BROTHERS LIMITED 

N WORKS + CHELMSFORD +: ENGLAND 
TELEPHONE: CHELMSFORD 2224 

When answering advertisements kindly mention MACHINERY. 





152 (Suppt.) MACHINERY June 27, 1958 


CLASSIFIED ADVERTISEMENTS 


PLAIN ADVERTISEMENTS Except “ Situations Wanted " (ALL TYPE): 2/2 per line. MINIMUM 8/8 (4 lines) OR £1 8s. 2d. per inch 
RATES : (13 lines per inch). Box Nos. 1/3 extra per insertion. SITUATIONS WANTED : 1/8 per line. MINIMUM 6/8 plus 1/3 Box No 
SPECIAL DISPLAY TYPE (with or without Blocks): #yp. £1 10s.; > p. £3; $p. £6 or £2 per inch (min. din.) Series rates on request 








gore WORK 
eee DESIGNS cece! 


one , rect; 
Perecisioy ie > 


(ROMEORD) LED. 











1 can help 
m suri Phone 64049 











JIGS -. FIXTURES 


GAUGES - PRESS TOOLS PRESS TOOLS 


FORM TOOLS AND LAMINATIONS—COMBINATION—PROGRESSION, ET 
SPECIAL MACHINES SIGS—FIXTURES 
| PROTOTYPE MA CHINING 
Viking Works, London Rd., Designing—Short Order Work—Sub A bli letely Tooled 
Romford, Essex. scene JIG BORING AND PRECISION GRINDING 
| LANDEN (ENGINEERS) LTD. 


la, Aubert Park, ghbury, London, N.5 
Phone: pot cw 1075 














SPECIAL MACHINES SN TE 
DESIGNED, MADE On she sign Organisation 


have capacity available for Prod@uction 
and design of Press Tools, 
AND | sonata “Dziare. osc iacnion, ote |@ @ @ GEARS e e « 
8.W.1. "Phone: ABBey 6132 and Brightom 55566. 
INSTALLED 
ELE RENAL RL RS LEAT TEMES © 8 SBR RN Ce RIG, OS RES TERE pS 
TO ORDER 
GEORGE WAILES & CO., LTD EVERY TOOTH OF 
wai, EUSTON ROAD,LoNDON,N.w., EQUAL STRENGTH 


GEES "Phone: EUSton 3176 as 


























At last a non-metallic gear 
has been produced with 
uniform strength of tooth, 
resulting in an increase 
of 334%H.P. load capacity, 
and considerably longer 
THE TOOL MAKING TRADE wearing life. 

WNCLUDING }1G BORING & PROT ah | ; i 

cae oo oe A ty fi | Write for particulars of our patented 

ALO. & ARG APPROVED Hi GEOLITE GEARS & BLANKS 

AE i (Pat. No. 467726) 





MacECHERN & COMPANY LIMITED 
| High Street, Chislehurst, Kent = - ~ -  IMPerial 1103 


@ ENGINEERING BUYERS NEED MACHINERY’S ANNUAL BUYERS’ GUIDE 
When answering advertisements kindly mention MACHINERY. 
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Classified Advertisements (CONTRACT WORK, contd.) 


COMPLETE ASSEMBLIES 


JIGS AND TOOLS 
HIGH CLASS WORKMANSHIP | JlG8 AND 100 
RELIABLE DELIVERY DATE | suecr wera work 


ECONOMIC PRICES 1 GENERAL MACHINING 


special Drochure 
A-M-D ENGINEERING CO LTD - BEAUFORT ROAD - EAST TWICKENHAM 
Teiephone: POPESGROVE 2877 8 


Complete production of pranicdisho a 
GEARS — 


up to 24in. dia. by 12in. 


SPURS. SPIRALS - BEVELS PRE... 
WORMS - WHEELS = RACKS | Ee face. 
SPROCKETS & CLUTCHES | - Biehl P eccrine 
& , max.o/d.worm.44in.dia 
Extra rapid delivery fin. dia. to 6in. dia. 


from Customers own Blanks up to I in. pitch chain 


R.W.MUNRO, LTD. Cline Road, N.1! 


Telephone: ENT 4422-3 








GEARS—PRECISION 
AND INSTRUMENT MACHINE CUT 
Max. capacity 12 D.P. Bin. dia 
Bianks turned and cut. 
SETON CREAGHE ENGINEERING LTD., 
TRADING ESTATE, PARK ROYAL ROAD, N.WI0 
A.1.D ‘Phone: ELGor 33567 A.R.B 











Gears, All Types, Production or 

replacement, spurs up to 36in. dia. Your 
Blanks or ours.—-SPREADBOROUGH ENGI- 
NEERING, Lrp., 30, Heath Street, London, 
N.W.3. HAM. 8037. 


GEARING FOR 
INSTRUMENTS 
CUSTOMER’S OWN BLANKS ACCEPTED 


Capacity shortly availadie for :— 
HIGH PRECISION @ GEAR CUTTING 
(Max. O.D. Sin. Min. D.P. 120) 
Bore/P.D. Concentricity -0005° 


THREAD MILLING 
Up to ifin. dia. by 2}in. long 
Over Ijin. dia. by 44in. long 


@ BENCH LATHE TURNING 


F. BROWN (STAmisHan) 


150, Upper Street, Islington, N.!. CAN 4287 


pur Gear and Sprocket Cutting 
from blanks supplied or machined complete. 
DAVALL GEAR COMPANY LTD. ‘Phone : EUSton 1394. 


RK oo TREET = TTERS BAR + MIDDLESEX TURNER BROS., 


10, Pratt Mews, Camden Town, N.W 1 
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Classified Advertisements (CONTRACT WORK, contd.) 





CUT FROM 4 D.P. TO 50 D.P. 


EAGLE MILLING Co.Ltd. 
114-116, Lancefield Street, LONDOM, W.16 
Telephone LADbroke 0725 ond 1294 


GENERAL" ENG’G.| 


ee SERVICES eo 


[™mediate Capacity Available, 

castings, non-ferrous, die, shel! moulded, 
eand, etc. Also machining and stove-enamel- 
ling —MILLS ENGINEERING PRODUCTS, 
Lep., Barnet. ‘Phone: Barnet 6741. 








Centre Lathe Turning Up to 
7tin. centres by 48in. b.c. Tool, Prototype 

and smali batch work Modern plant. A.LD. 
og alee rg ELECTRIC CO. (NOR- 
OOD), Lrp., 44, Chapel Road, W. Norwood, 
8.E.27. GIPsy Hill 1620. 


PROTOTYPE & PRODUCTION 
ELECTRONIC WIRING, COIL WINDING, 
INSTRUMENTATION & TESTING 
SETON CREAGHE ENGINEERING LTD., 
G. W. Trading Estate, Park Royal Road, 


N.W.10. 
A.L.D. ELGAR 33567 





: 
Bi snr nee ence ees 
CAPACITY AVAILABLE FOR QUANTITY 
ASSEMBLY ON SMALL INSTRUMENTS 
MADE COMPLETE OR FROM 
CUSTOMERS’ OWN PARTS 
ROBERT PRINGLE & SONS 


36-42, Clerkenwell Road, London, E.C.i 
Telephone: CLErkenwell 2341. 

















PROTOTYPES & SPECIAL 
PURPOSE MACHINES 
REPAIRS & SALVAGE BY DEPOSITION 
MACHINING, FORGING & FABRICATING 
GEORGE MILLS (encineers) LTD. 


BECKENHAM, KENT. TEL: SYDENHAM 5255 











WEBLEYaSCOTT can 
make it for you... 
and make it right 


Plant includes— 

Capstans, Automatics, 
Drilling, Profiling, 
Deep hole drilling, 
Heat’ Treatment, 
Metal Colouring, Spraying, 
Phosphate Treatment, Assembly 


MAY WE QUOTE FOR YOUR REQUIREMENTS 


WEBLEY & SCOTT LTD. 


WEAMAN ST., BIRMINGHAM, 4 
EST. 1790 


Milling, 
Grinding, 
Broaching, 
Brazing, 














P NETRA 


FINE PRECISION i 


ENGINEERING 


PROTOTYPES AND 
PRODUCTION QUANTITIES 


Generated gears, 10 to 
100 DP, a speciality 


OVAL: ROAB, 


LONDON. NW 1 
GULliver 2353 4085 





EXPERTS IN ALL HEAT 





CROYDON TOOL 


AND CASE HARDENING 


SPECIALISTS 
TREATMENT OF METALS 


CYANIDE HARDENING * ANNEALING * SHOT BLASTING 
KEEN PRICES * WE COLLECT AND DELIVER 
UNION ROAD, WEST CROYDON. 


PHONE : THORNTON HEATH 5222 











IDEAL 


HARDENING CO., LTD. 


DAVIS ROAD, CHESSINGTON, SURREY | 


HEAT TREATMENT 
SPECIALISTS 
HARDENING OF 
EVERY DESCRIPTION 
AND SANDBLASTING 
Tel.: ELMBRIDGE 6556-6567 





STAINLESS STEEL 
SPECIALISTS 
Fabrication X-ray 


welding and 


inspection, pressings and machined 


parts 


THE TAYLOR RUSTLESS 
FITTINGS COMPANY, Limitrep 
Ring Road, 
Lower Wortley, 


Leeds, 12 


‘Induction hardening 

and brazing, etc. We collect 
and 

Shot blasting. 

PRECISION HEATING LTD. 


142A Canbury Park Road, Kingston-on- 


deliver 


Thames 
Surrey. Phone: KINgston 1468 


Ce — 


CASTINGS 


ECUIPSE FOUNDRY 


& ENGINEERING CO. (DUDLEY) LTD. 
SEDGLEY ROAD WEST, 
TIPTON eo STAFFS. 


GREY IRON ALUMINIUM HOR MAZAK 


Jobbing Cast- Send & Die Gunmeteals Pressure 
ing up teone Castings Phospher- Cestings 
ton Brenze 


| Repetition Machine 
| Waulded Work 





Capacity Available for Proto- 

types, design proving and component 

machining in smali, medium and large batches 

in all materials including stainless and synthetic 

| products. We are used to precision limits and 

| delivery promises are a “* must” at, of course, 
| competitive prices. A.I.D., A.R.B. 

HUNTLEY & SPARKS. Lrtp., 
' Road, London, 8.W.19. Liberty 2446 


Wandle 
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Classified Advertisements (CONTRACT WORK, contd.) 


If we can make this -we can make anything | 


Factory Floor area—175,000 sq. ft. Machining capacity—virtually unlimited! 

We manufacture—among many other things—gas and steam turbine blades, crankshafts, 
valves and velocity joints. 

Our large-scale production resources are at your service ; equally we invite you to make full use of 


our extensive design and development departments. 
I COMPANY LTD - PRECISION AND GENERAL ENGINEERS 


A member of the Guest, Keen & Nettlefolds Group of Companies 











ALDRIDGE, STAFFS. TELEPHONE: WALSALL 6551/9 








WOOD & METAL 


PATTERNS 


HAND MACHINE OR SHELL MOULDING 
Keen Quotations Good Delivery 
|| B. LEVY & Co. (Patterns) a 
UD or O:D | 1-5 OSBERT ST., LONDON, S.W.! 
Telephone: ViCtoria 1073 & 7496. 








From *010” to 16” dias. | 

TAPER & SPHERICAL Luten Engineering Pattern Co. 
SUPERFINISHING-CLOSE LIMITS are prepared to undertake the manufacture 
FINISH TO UNDER |! MICROINCH of all classes of wood and metal patterns and 


accuracy and prompt delivery guaranteed 
MICROFINISH LTD. 3 exerer PARADE | ion” “Pnone' vein 2 “Ss Pines Street 


Grams: Microfinis - Phone ; Gladstone 1353 London N.W.2 











GAUGES (Not Thread) —JIGS—FIXTURES, etc. | REPAIRS 
EXPERIMENTAL & PROTOTYPE WORK, A.I.D. Apd. % 


A 5 
NOVOGAGE (7. ‘Xe 
‘or quality and precision | 


J1G-BORING JIG-GRINDING, TOOL ROOM MACHINING 
(Nr. HAMPTON COURT STN.) 
81, Bridge Road, $.;.."moLesey 2763 &@ 4103 East Molesey, Surrey || BROKEN MACHINE TOOL PARTS 








& DAMAGED PLANT IN ALLOY STEELS, 
CAST IRON & NON-FERROUS METALS 


asney HEAT TREATMENTS itp! pies corer 
PLAZA WORKS, HIGH STREET, MERTON, S.W.19 | | Say , 
FOR ALL TYPES OF HEAT TREATMENT. THE BLAKER MOTOR: WELDING CL 
WE COLLECT - WE DELIVER | Lheling rg ai 


TELEPHONE: CHErrywood 2291 | (Lpuxes no. PARK ROvAL. LONDON. wit 


Bickerweid. Eales Londen 
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Classified Adverti s (CONTRACT WORK, contd.) 


A.1.D. THE CUN 5195 
HEAT TREATMENT 


PEOPLE OF LONDON 
G.R.M. SERVICES LIMITED, Bessounoto Ww.9. 




















Sate HARRINGTON & SON ae) 
IMMEDIATE CAPACITY PLOUGH GRINDING { AUTO PHOBWCTION MULT: © SINGLE SPimDLE 


TRACING GRTATE MOLEREYT RO) WALTON OM Tamas 


AVAILABLE maxis 


Ca Work hi 24hr. Service 
ee 6in Chuckite or Speed aereiee toot Co. Led. —— 
cane osas oes laple Road, Surbiton, Surrey. 

Milling, Drilling, Grinding Elmbridge 1135-6-7. ws ‘CAPACITY "AVAILABLE 

Boring and Assembly Work ees Oe ee OD ORO 
Also Hardening | for the Trade SE eS SSE, General “open Centreless Grinding 

| | up to 4in. dia. 
A.J.D. and A A. LR. B.a oved ylindrical and Internal Grind- |] Prompt Delivery. Competitive prices. 
ee C ing, mer, ovtes gia. capacity evaliabte | § A.D. and A.R.B. approved. 
Close limits. Modern plant. A.1.D. approvec 

B. B. TOONE WARD EL ECTRIC CO. iNORWOOD. iaD.. VICTORY WORKS Sr ronan STREET, 


(NOTTINGHAM) LTD 44, Chapel Road, West Norwood, 8.E.27.| | ROCHDALE. (TEL. 48015) 


Gipsy Hill 1620. 


NEWDIGATE ST. — wean 


‘ww | CENTRELESS GRINDING 


esi ALL TYPES OF FORM, THROUGH AND PLUNGE 


owneccunron ext. || @2.4sBAR GRINDING sis © 


STATION SAWMILLS, BARNOLDSWICK, VIA 
a Seow zzin. TO Sin. DIA. UP TO I5ft. LONG & 





















































Are specialists in component 
: IMMEDIATE CAPACITY ON CAPSTAN, MILLING 
production for the Aero-Jet CENTRE LATHES, AUTO AND ALL TYPES OF GRINDING 


—— ee REDCAR ENGINEERING CO. LTD., 
THREAD GRINDING HOLLY ROAD WORKS, TWICKENHAM, MIDDLESEX 
THREAD ROLLING EGR) Sg SRL ORT wey 


Cosme, —_ one Soaare - 
turning. xternal, Interna : P 
Centreless and surface grinding. yo, \ Th Aircraft and engine 
Oectnantel, vertieal and eres servicing tools 

—, ———— U WUN Machine tooling 


QUOTATIONS FOR LARGE OR SMALL equipment 
QUANTITIES E N ‘ C 0 L T D Precision work 
EST: 1929 Machine parts 


a Turning, milling, 


aa © MACHINING © « Re BEECHCROFT ROAD BRR 


unit assemblies 

















Tel: WAN 5540 & 3343 
AUTO TURNED PARTS Telegrams: LEQUIP LONDON E18 SOUTH WOODFORD 


Cables LEQUIP LONDON 
FINE TOLERANCES, MAX. DIA. (fin. LONDON €E.1I8 
INDEX SS & GRIDLEY MULTI AUTOS 
THREAD CHASING MANUFACT’RS 
ROLLER BOX TOOL HOLDERS 
BENTON ENGINEERING CO. LTD, 
Tonbridge Road, Harold Hill, Essex ees ers ae saa ana earn 


Ingrebourne 4213 


perencsroe meeuracmesteanien A.R.B. APPROVED 
ulti-spindle and Sin le-er indle 
M Auto Turning a ingle- eee r CAPACITY AVAILABLE 
capstan turning from the bar up to 2¢in. dia., - 
ebuck ‘work Up to LORS thread milling, | N OR hy | A NN @ MILLING) @ SHAPING 
. » drilling, capacity a A f | @ CAPSTAN @ ORILLING 
Any tele qustentesd UNIOOEN PEO. : @ GRINDING @ PROFUING 


DUCTS, Lrp., 119-121, Stanstead Road, Forest England @ CENTRE LATHE 
FO 7 (3 ». 
Hill, 8.E.23. "Phone: Rest Hill 7688 (3 lines! @ CRIDAN THREADING 


Capstan Capacity Available CLOSE LIMITS. PROMPT DELIVERIES 


tin. to 1l}in. Stainless, H.T., B.M.S 


etc. "No quantity too small, ACME WORKS, NORMAN ENGINEERING CO. LTD., WARWICK 


Pluekington Place Southall, Middx. Tel.: 
Southall 2247. 
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Cams (Ue 


FOR AUTO MATICS x 





QUICK DELIVERY 
VONARX REPETITION CO. LTD. 
4, Grange St., ST. ALBANS, Herts. 

Phone: 54336/7 





CAPACITY AVAILABLE 


Nos. 3A, 7 and 10 WARDS; 36in. 
Vertical BULLARDS MILLING 
MACHINES and CENTRE LATHES 


TASKERS OF ANDOVER 


(1932) LTD. 


WATERLOO IRON WORKS Qua | ity 


ANDOVER HANTS. 
Efficiency 


DELANCEY Dev 


TOOL&ENGINEERING WORKS DESIGN 


A.1.D., ADMIRALTY & LTD. & 


| 
i 

WAR OFFICE APPROVED | 
| 
| MAKE 
| 
| 


| Our Research and Design facilities for the production of close 

| tolerance Test Rigs, Gauges, Models, Components and Assemblies 
| to timed schedules are at YOUR service—and, of course, 

| Precision Toolmaking and Special Purpose Machines. Serving 

| industry, M.O.S., Admiralty and U.K. Atomic Energy Authority. 


| Our Technical Department is available for consultation at all times. 


CEM C CUTTING & PREMIER PRECISION LTD 


MACHINING , 
Giese Depumen wen Research & Development Engineers & Toolmakers 
PROMPT SERVICE | 


DELANCEY ST. LONDON, N.W.1 | = WESTERN ROAD, BRACKNELL, BERKS. 
When answering advertisements kindly mention MACHINERY. 52 
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PRECISION TURNED PARTS _ The Alka Company 


ALD., A. RB. CALA. & L.F.V., APPROVED | ___ (Proprietors: Wiscanders (Great Britain) itd) 
ry 0 and CAPSTAN QUAN TITIES 
Send your specifications to: } 
AYLESBURY TURNED PARTS PRECISION MACHINING CAPACITY 
(True Screws) LIMITED 
Britannia St., Aylesbury, Bucks. 


Tel.: Aylesbury 2424 (3 lines) ae fae” 





COMBINATION LATHES AND CAPSTANS 
CENTRE LATHE TURNING UP TO 36in. SWING 
UNIVERSAL, HORIZONTAL, VERTICAL MILLING 
GRINDING, DRILLING, HEAT TREATMENT 
TELEPHONE : JIG AND FIXTURES 
E. R. LATTIMER LTD. CRAWLEY 25211/8 utes PURPOSE MACHINES AND ASSEMBLIES 
SHAKESPEARE STREET, SOUTHPORT | aes 

"Phone: Southport 4245 ica : at Se oe 4 wae 
Offer a very comprehensive service for MAXWELL WAY, GATWICK RD., CRAWLEY, SUSSEX 


Small to Medium Component and Sub- 
Assembly Manufacture incorporating: 


@Capstan, Auto & Centre Lathe Turning 
@ Horizontal, Vertical & Profile Milling 


Srenecclom, Sertene & teearnel Grinding f WE WOULD WELCOME YOUR ENQUIRIES FOR :— 


ee ee ee Oporien @ MILLING—Horizontal & Vertical. @ BORING—Horizontal & Vertical. 


@Mazak Pressure Die Casting up to @ CENTRE LATHES to 38in. Dia. @ Cylindrical Grinding to 20in. Dia. 
6 oz. weight. x in 


Our new and extended Toolroom is now in. Dia. Surface Grindin © 24in. x Bin. 
in operation with full facilities for TOOL S CAPSTANS to 24i Oke bad gt ° 


DESIGN AND MANUFACTURE. @ PLANING TO 6ft. x 3ft. x 3ft. @ Drilling and Thread Tapping. 

We are fully approved by A.J.D. and A.R.B. A.1.D. APPROVED 

ae ce eae BOWES ROAD ENGINEERING CO. LTD. 
BOWES ROAD, NEW SOUTHGATE, N.II. ’Phone BOW 2284/5/6 

FINE LIMIT GRINDING 

MILLING, TURNING, DRILLING. 


Catapinss Shenien Cree utomatic and Capstan| Automatic Work Up to Ijin. 
SETON CREAGHE ENGINEERING LTD., Capacity Available up to 2in. dia. Immediate a ity available 
Soemes Estate, Park Royal Road, N.W.10 WILLIS ENGINEERING, 65a, High Street, TRUE ENGINEERS, Lrp., 

A.L.D. ELGar 3356.7 A.R.B. Hampton Hill, Middlesex. Molesey 4273. Wharf Lane, Bourne End, Bucks. "Phone 1316 











vvvvvy 




















Automatic Turned Parts, Press 
Work, Press Tool Making, Capstan and Capstan and Turret Lathe 
Centre Lathes, Milling, Drilling, Thread er 3 Capacity available uw +0 é4in. Qiemeter 
Capacity available. PARKER ft ENGINE s bar and 22in. diameter chucking. Castings and 
AUTOPRODUCTIONS LTD. ING (KINGSTON i iTD:» 200-202, ‘Cambridge Forgings a speciality Milling, drilling and 
Road, Kingston-on-Thames. KIN. 5501 centre lathe turning High class work with 

prompt delivery. Enquiries invited to 

EY, 


Automatics: Single Spindle laning Capacity Heavy or Light WHITWAM & 
“ we ” © ” 0 ” ’ 9 > 2 
Index “18 “24 36” “52” “B.42 P Turning up to 5ft. diameter. 22/24, Stafford Road, W.3 Acorn 8364 
Multi Spindle : lin. and I#in. Wiekman Special machines to customers’ design. 

F. ATKINSON & SONS, London, LTp., . > 5 reaitte 

Capstan 65, King" 8 Cross Road, W.C.1. Terminus 4050. F  apnay eve . apacity AV ailable 
Drilling os on Index single epindie autos. up to 2in. 
li t Turnin dia.—ARTHURS ENGINEERING, Hersham 
Milling [mmec ate Japaci y u g, Trading Estate, Molesey Koad, Hersham, 


capstans, milling, drilling, die and tool} Surrey. "Phone: Walton-on-Thames 5119 
Centreless Grinding making —MILLS ENGINEERING — PRO- 


DUCTS, Lrp., Barnet Tel.: BARnet 6744 
Polygon Turning = ; Capstan Capacity Immediately 
Chemical Blacking Metal Spinnings. Immediate available, 8 B.A.—1}in. Steel or Brass 
capacity for metal spinnings and sheet Large stocks of raw materials 
CAPACITY AVAILABLE metal work. A.1.D. approved.—-HIGHBURY SACRON, Lrp., 

METAL SPINNING CO 1955), Lrp., 30, | 7, Chiswick High Road, W.4. Tel. CHIswick 3595 
Highbury Place, N.5. CANonbury 2906. 








53, Green St. Sunbury-on-Thames 


Phone 2499 Horizontal Production Milling apstan Capacity Immediately 
for the trade. Slots, flats, squares, etc. available 10 B.A. to 1tin. B.M.S. Stainless, 
of all descriptions milled on latest plant. ‘Keen oy etc. All a stock. ‘ HISW i K 
eo prices for long runs, satisfaction guaranteed. ENG.,  LTb.. uckington Place, Southall, 

. — UNICORN PRODUCTS, Lrp., 110-131, Stan- | Middlesex. Tel.: Southall 2247. 
mmediate Capacity Available, | stead Road. Forest Hill, London, $.E.23.| — 
; a —_ Song ge up to 1lin.— | Telephone: Forest Hill 7688 (3 lines 
JAN PRECISION SCREWS, 33, Woodthorpe - iat . ‘ 
Road, Ashford. Middlesex. "Phone: Ashford 4524 igh Precision rg of 
Tungsten Carbide and Steel Tools. 
ape ° ROSSER Accurate profile grinding and progression tools 
& RUSSELL LTD. a speciality.—S. T. Lrp., 22-26, Upper Mulgrave 


a Wharf, H i Road, Cheam, Surrey. "Phone: Vigilant 0074/5 
PRECISION & GENERAL ween’, Whert, Menemseremith, wrcwrs sce 
ee Telephone: RiVerside 4161. 


includin GE SHEARING, BENDING, 

Thread Milling ;, . , ‘Radial Drilling ange pee ROLLING, STAMPING, 
Meta nnin 

AID. and 1.F.V. Pt 9 Satcictes invited. MANUFACTURERS OF ae oe ee ae ane at 


Member of the Metropole Group ' SPECIAL MACHINER allied a a oat foe — 
~ page “te Seopa, ~ amply — yay SHELMERDIN LTD. 
Surplice & Tozer Eng. Co., Ltd. T Y | | EDGWARE ROAD. CRICKLEWOOD, 


fe) | 
Aere Works, Windsor CUSTOMERS DESIGN GlAdstone 7677-8-9. 
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ZEPHYR 


Engineers Ltd 


TELEPHONE: Eus. 


7624 





FOR 


THREAD MILLING 


CONSULT 
BROWN’S ENGINEERING WORKS, 
Dudden Hill Lane, N.W.10 
"Phone: GLAdstone 492! 


MACHINERY 


Classified Advertisements (CONTRACT WORK, contd.) 


"Thread Milling for the Trade 
up to 6in. O.D. and 5in. 1.D. Any thread, 
any quantity. Keen prices for long runs 
Satisfaction guaranteed. 
UNICORN PRODUCTS L1tp., 
119-121, Stanstead Road, Forest Hill, London, 
S.E.23. Telephone: Forest Hill 7688 (3 lines) 


159 


CUTTING 


PRECISION TRACK MILLING OF FACE BOX 
&@ CYLINDRICAL CAMS UP TO 30" 


DIAM. 


24/32 EUSTON BUILDINGS, LOND. N.W.I 


mmediate Capstan Capacity 
available up to 2tin. dia. Also centre 
lathe, milling, drilling, etc. Small well equipped 
workshop offers personal attention and prompt 
delivery —C. D. F. MACHINED PRODUCTS 
26, Park Street, Hatfield, Herts. Hatfield 2159 








IMMEDIATE CAPACITY AVAILABLE 


GEAR CUTTING to 24in. 
THREAD MILLING 6in. by 48in. 
PLANING 6ft. by 2ft. 6in. 
BROACHING 
MAURALL ENG. CO. 
38-40, Upper Clapton Road, E.5 


Telephone: AMHerst 6163. 








High Precision Components 
A.I.D. and A.R.B. 
approved. 


Capstans up to 2in. 

Centre Lathes to 7}in. 

Milling and Tooling. 

W. G. HEATH AND COMPANY, LTD. 
5 Princess Square, Plymouth 


CAPACITY AVAILABLE 





As supplied to 
ROLLS ROYCE 


LTD. 
DERBY 














rrecisian 


eedle Rollers 
Rollers & Pins 


Your Auto & Machine Shop Superintendent 


will be interested in this... 


We specialise in the manufacture of needle rollers and 
rollers and pins for all types of box tools as listed in 


column on right. Made from highest 
quality tool steel, bores are lapped to 
0-0003in., pins to 0-0002in. 
Price List M 20 on request. 
L. & T.1. BROCK & CO. LTD. 
Stephen Street, Coventry 


The following can 
be delivered from 
Stock :— 

Herbert 2in., Ijin. 
lin., +2in. and 4s 
Chipstream Roller 
Assembly. 

Ward 2in., Ijin., 
lin. and jin. 
Brown & Ward 
Auto, 

Brown & Sharpe 
OOG, OG, 2G 
Taylor, Hilco, 
B.S.A., Gridley, 
Cleveland, Cone, 
Index, Wickman, 
Ackworthie, Atlas, 
Warner & Swasey 
Needle Roller 
Assemblies. 

Cam, Indexing, 
Turret Rollers, 
supplied to 
samples 

or drawings, 

10 to 14 days. 


PRECISION 
ENGINEERS 


Tel.: 63534. 














HORIZONTAL BORING 
GRINDING 





DRILLING 


PLANING 12ft. Oin. 


VERTICAL BORING 
COMBINATION TURRET LATHES HORIZONTAL MILLING VERTICAL MILLING 
WELDING 


D. A. GUNN (ENGINEERING) LTD 


32, Park Road North, W.3 


RADIAL DRILLING 
PROFILING 


CENTRE LATHES 
HONING 


Tel.: ACOrn 4841/4 
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Classified Advertisements (CONTRACT WORK, contd.) 


LET US BE YOUR MACHINE SHOP 


WE INVITE YOUR ENQUIRIES FOR: 


Capstan, turret and centre 
lathe work: milling-all types- 
internal, surface and universal 
grinding, GSIP jig-boring, 
drilling, shaping, honing, etc. 
also for tool work. Ours isa 
complete machine shopto meet 
your every need. 


A.1.D and A.R.B. Approved 
MARSDEN & SHIERS LTD. DAVIS ROAD - CHESSINGTON - SURREY - Phone ELMBRIDGE 5333-4 
Fn As SRNR 


ASHTEAD ENGINEERING CO. LTD. 


@ CENTRELESS GRINDING Grove Road, Ashtead, Surrey 


Phone: ASHTEAD 802. 
@ EXTERNAL GRINDING - 
Capstan and Centre Lathe Werk 
@ THREAD MILLING Milling * Drilling * Shaping * Slotting 


A.1.D. & A.R.B. APPROVED ESTABLISHED 1920. 


Y PLASTIC. | Metal Pressings 


























. 
AuLOIN a @ TO ANY TOLERANCE 
o_o : NI 1) SHAPE OR QUANTITY 
in TO 3 S0in . P 
70 patcision LIMITS +) ‘ 
ON ‘CINCINNATI’ AND q : hed... 


OTHER WELL KNOWN 
MAKES OF MACHINES ot COMPETITIVE 


ALLEYNE FOSTER ENG COU | Orci Works, Lone Acre, Birmingham 7 


ESTABLISHED IN 1924 Tel.: East 3071-2-3 ECONOMIC STAMPINGS LTD. 
59 South St., Epsom, Surrey, Epsom 2198 | ; : DISRAEL! STREET, LEICESTER - TELEPHONE 32229 


mimete Of Tet SanTLar Caeur 




















Gear Cutting, Auto Turret, Capstan 
CHUCKING AUTOS AND BAR AUTOS | |}and Centre Lathe Turning, Milling, 
Capacity available for Castings, Forgings, Planing, Hardening and Grinding, 


Billets, etc., up to I2in. diameter on Her- Profile Cutting and Welding. SUB-MINIATURE PRESSINGS 
bert 3A and Herbert Junior Chucking 


| and multi-stage precision pre: rk 
y wear on — Bar Autos and Capstans. | SMITH & NETHER WOOD, my pee rita 
oo: jeliveries. } 
ta, WITUART HEYWOOD ENGINEERING 1 | Tanyard Road, Quermby, G. A. PRECISION PRODUCTS LTD 
» Wendover Road, Staines, jesex Phone: MILNSBRIDGE 1865. No. 2 Factory, Darkes L 
Telephone: Staines $15! = Potters Bar, Middlesex” 
aamenenane “ | Potters Bar 6895 


“SWISSOMATIC_ LTD. || THE AVENUE ENGINEERING CO Pressings in All Metals Up to 


Green Street, Enfield, Middlesex. | GENERAL ENGINEERING CAPACITY y mei © tons, Peep sot phn ™ sured in our 
” | y i sembies jomestic 
Howard 2301/2996 7, Warner Yard, Warner Street, Electrical and Mechanical. All finishes "ALD 
PRECISION TURNED PARTS Mount Pleasant, Clerkenwell, E.C.! _— A R.E. soproved Advice and estimates 
. 2 given free nquiries to 
UP TO 1” DIA. Wiens: TERmiave 2209. METAL COMPONENTS, Lrp., 


| Dolphin Road, Shoreham-by-Sea, Sussex. 
AID & ARB APPROVED "Phone 5 


Shoreham-by-Sea 2224/5 






































Auto ” Screw Products, Ltd., | PRECISION TURNED COMPONENTS Presswork Up to 40 Tons, Circu- 

Castle Works, Tipton Road, Dudley. | TOOLS LIGHT PRESS WORK [| lar and surface grinding on latest JI «s 
Tel.: Dudley 5103-4. Capacity available for | ... ORT RUNS | machines. Tools designed and made for the 
automatic screw machine work, capstan milling, FIXTURES RELIABLE DELIVERIES trade, or your er le produced throughout in 
drilling and presswork. Repetition products RADEK ENGINEERING our works. LD. approved. Enquiries 
} 
| 


WEMBLEY TOOL CO. Lrp 
for all industries made to customers’ specifica- A welc omed.— V TD. 
tions in any quantity. Nuts, bolts, screws, 121, South Street, Braintree, Essex 2, Bridge Road, 

general turning, tool design and manufacture . 








Willesden, N.W.10 WIL. 
6667/8 











See also Page 184 for adverts 
received too late for classification. 
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June 27, 1958 MACHINERY (Suppt.) 164 


Classified Advertisements (CONTRACT WORK, contd.) 


A.1.D., C.1L.A., A.R.B., WELDING & 


APPROVED ——— — | Press Tools 


MATERIALS - 


LTo., | JIG BORING 


CHESHIRE TEL. 2401/3 ON NEW4G SIP JIG BORER 


. : THE MITCHAM JIG & PRESS TOOL Go. Ltd. 
Pressings and Stampings, Ltd., | 
PRESSWORE | 28s St tee | | ~~ 
drawinr—euillotine &ft. by 10 8.W.G. Spot Telephone ; Mitcham 3635 
SMALL AND MEDIUM ns th Ray Ey and electro- 
(Including Deep Drawing) plating.—’Phone: Ealing 3667- hg Se eae 
We can provide : 
MATERIAL - TOOLING - METHOD wt Or GUA Lt Ts 
PRODUCTION & FINISHING | @ TOQL MAKING e p RQ t bl T 0 0 L5 
Free Delivery Greater London Area . 
ALD. Sqgroee. MULTI-OPERATION TOOL 
© SPECIALISTS @ 


H.G.SANDERS & SON Kellering and Profile Milling in | STAMPINGS IF ALL MATERIALS 


1 Metals. Send us you e ocks to 
LIMITED Copy ‘from wood of plaster masters. Up. to| FIXTURES - JIGS - MOULDS 
5ft. by 3ft. maximum size. We are Die Copiers SPECIAL PURPOSE MACHINES 


Gordon Road, Southall, Middlesex || © the Trade. ae 
. 4 ARMYTAGE BROS. (KNOTTINGLEY), 
Telephone: SOUthall 5611 || Lrp., The Foundry, Knottingley, Yorkshire - e (rorr) 
| Tel.: Knottingley 2026 le 4. 
aad acelin sucaiialipeieniaaiesilasalapalttaiiabeadadatis \ 176 ST. ANN'S ROAD, LONDON .N.1§ 


¢ HAISH BROS. & CO, LTD, § 








POLARCOLD 
CONGLETON 


























6 124, CHELTENHAM ROAD, 
$ BRISTOL -  Tel.: 25532-3. 


PRESS TOOLS 
FIXTURES 

SPECIAL MACHINES 
PRESSINGS 

GEARS 

PPC CCC CSCC CES CCC OS 


309-312 ICKNIELD STREET 


BIRMINGHAM 18. 


Quality contacts for the Electrical Industry. 
Small and Medium Presswork in 
all ferrous and non-ferrous metals. 
Telephone: B'ham Northern 0258. 
ON AIR MINISTRY LIST 
CONTRACTORS TO THE G.P.O. 


i ee 
TELEPHONE: EDMONTON 4412/3 


SPURS , SPIRALS , BEVELS, WORMS 
& WORMWHEELS 


POPP OOO OO, 
SBC BEBEBEBBBOBOSD 








\\ 


PRESS TOOLS, jIGS 


SPECIAL PURPOSE 

PRECISION TOOLING LTD eae 

37 JUNCTION ROAD, PRECISION 

CROYDON, SURREY courant 
TELEPHONE : CROYDON 5658 


PROFILE GRINDING 











resswork up to 50 Tons, In- JIG BORING 
cluding deep drawing. Long or short runs 

Cutenee | ee and materials oa. Z 

Tooling and designing. —BIRCH & JACQUES 

(TOOLMAKERS), Lrp., Hersham Trading | Zjjjpieejsj:;s+ss))7 

Estate, Walton-on-Thames. Tel.:W-on-T 5379. | 


When answering advertisements kindly mention MACHINERY. 
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THE FIRM WITH 
HALF A DOZEN JIG BORERS 


for PRESS TOOLS etc. 


HIGH SPEED SERVICE TOOL CO. LTD. 
Maple Road, Surbiten, Surrey. Elmbridge 1135-6-7 
STUDER PROFILE GRINDING A SPECIALITY. 





TOOLROOM AND PROFILE 


GRINDING CAPACITY 
AVAILABLE 
FORM CUTTERS A SPECIALITY 
PROTOTYPE WORK 


GOOD DELIVERIES: 
FIRST CLASS WORK 


S. E. WAKELIN & CO. LTD., 
JIGS, FIXTURES 204, Birchfield Road, 


PRESS TOOLS & Birmingham, 19. 
GAUGES Bowe 1893 ‘Phone Nor. 8201/3 
PRECISION ENGINEERS 








SPECIAL MACHINERY ii idedauusaacial 


{ @ MOULDS Compression and 


Injection Plastic | 

@ MOULDS lend 
MACDOWALL EQUIPMENT COMPANY LIMITED ‘e MOULDS Rutherand Gann, 
NORTH STREET ROMFORD ESSEX \@ JIG & FIXTURES 


8 PRESS TOOLS 

|\@ PRESS WORK up to 25 tons! 

e AUTOMATIC & CAPSTAN' 
TURNED PARTS 


ROMFORD 6198! 


TO BE PRECISE IT’S 
} 21-22. HONYWOOD ROAD, 
BASILDON, ESSEX. 
Capacity Available, Press Tools, Capacity Available for Moulds, | | Phone: Basildon 20506/7. 
Ji 


igs. Fixtures, Production of Metal press tools, jigs and fixtures, general 








Prototypes and Jobbing. Light | machining and light assemblies. High-class 
Assemblies. work with prompt delivery.—Enquiries to 
ELLIOTT & WEST PERFECTOOLS, 131, Croydon Road, Caterham 


587, Liverpool Road, N.7. ‘Phone: NORtb 2366. | Telephone: Caterham 3042. jG GRINDING CAPACITY 


Available on new Hauser Machine. 


COVENTRY GRINDERS LIMITED | || STL SRAFT IG & TOOL co. 


Horton Bridge Road, West Drayton. 


AID & ARB Approved Phone : 607 36 & 60174 "Phone: West Drayton 2580 


GAUGES, FORM TOOL, COMPONENTS 


A complete Gauge, Tool Room and Inspection Department 
at your service including over 50 grinding machines. Send 
us your enquiries for Centreless, Internal, External, Blanchard, 
Surface, Jig, Optical Form Grinding as well as for your 
Gauge and Tool Work. 






































When answering advertisements kindly mention MACHINERY. 
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Classified Advertisements (CONTRACT WORK, contd.) 


* * Rx 
7 
* * 


» "PLASTIC MOULDS 
JIGS & FIXTURES 
DIE-CASTING TOOLS 
a PRESS TOOLS 


* Comprehensive Design Facilities 


ae “. 


* 


* *«  * 


UNIVERSAL TOOLS LIMITED: TRAMWAY PATH: MITCHAM - SURREY Tel: MiTcham 6111 


PRECONOMY CO LTD 


Wane = ko 


Jigs 





| 
scocuieeniadiiienasie an 
ENGINEERS B fistere 
(MERNE HIL LIMITEC Jigs Fixtures 

Eastfield Side, Sutton-in-Ashfield, Notts 


Press Tools 


Enquiries 'nvited: Seenus PRECISION PRESS WORK 


FORSYTH RD., SHEERWATER ESTATE 


WOKING, SURREY. Precision Grinding | ee _ | 
@ Double action 
. — , wach deep drawing 


@ Double roll feeds 


HOLLY ENGINEERING (© 


Cotham Avenue, Yiewsley, Middlesex 
Telephone | West Drayton 2870 


ress Tools, Jigs and Fixtures, 
light Pressings up to 10 tons.-SPENCE 


TOOLS, Lrp., 361a, Oxford Avenue, Trading 
Estate, Slouch. Tel.: Slough 22394, 





"PHONE : 


LIBERTY 5203 | PRESS TOOLS 


GROSVENOR WKS. nrorrowary &2 


THE KEMWORTHY JIG & PRESS TOOL COMPANY LTD. | 
HIGH STREET, COLLIERS WOOD, LONDON, S.W.! 





Jig Boring Capacity Available Press Tools, Press Work, Jigs 
new Gsip No. 7. 61 by 40 by 33 under Fixtures, Capstan and Anto. Turning. | 
spindle.—Apply to HEATHWAY ENGINEER- | Special H.S. Cutters. Components manufactured 
ING CO., Lrp., Uxbridge Road, Hillingdon, | and assembled to specif.—-L. PERSON & SON, 
Middlesex | 6, Shaftesbury Street, N.1. CLE. 7139. 


When answering advertisements kindly mention MACHINERY. 
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fied Advert (CONTRACT WORK, contd.) 











1 E. CARDER LTD. <i'* 
EN GS AND FIXTURES Hp Sere comes Dees ee 
NGS @ REAMERS, z Sst UNIVERSAL GRINDING 
COUNTERBORES Telephone —JiG BORING GENERAL 


UTTERS, GOOD CLASS MACHINING WORK— 
ND. IDGE 
LS REGROU a pone DESIGN OFFICE & DEVELOPMENT WORK 











A WEATHERALL & oe ) iveD Jie Boring Capacity Available 


WALLINGFORD ROAD, TRADING ESTATE, UXBRIDGE, MIDDLESEX | wasttuitr emeiebee ni co. Eye since 


| Hoddesdon. "Phone: Hoddesdon 2340 
| 


SPECIALITIES 
KEN NAM ETAL | HIGH STRENGTH BOLTING! 


The Super Grade re 
Carbide of World ‘Structural Joints 
Wide Reputation Brochure on High 


Strength Bolting, 


GEORGE H. ALEXANDER . available on request 
MACHINERY LTD. sii 


Guns Lane, West Bromwich, Staffs. | Altrincham Street, Manchester ! 
Telephone: West Bromwich 1931 (5 lines) | London Rep: W. Kelway-§N. E. Coast: Fasteners 
Telegrams: “Viking, West Bromwich’ j Bamber & Co. Led., I Ltd., 2 Hall St., Barnard 

j 9 Victoria St., S.W.1. 9] Castle, Co. Durham 
Telephone: Abbey 6860 § Tel: Barn’d Castie 3172 


dmSM.38 
































BRITISH SPRINGS 
& WASHERS 


WILLIAM FINUCANE 
(SPRINGS & PRESSINGS) 
LTD. = A.D. ARB. 


MONKEY WINCH 2 S22" 


LONDON, N.W.I6, 
ware FoR TREWHELLA BROS. PTY LTD. 
CATALOGUE 167 Rolfe Street - Smethwick - BIRMINGHAM 
WhiteAd 3816 Tungsten Carbide Tool 


Manufacturers of standard and special form 
*“*RUBURY” tools in high speed steel and tungsten carbide. 


- Or » includes reamers, cutters, workrest 
ROTARY COMPRESSORS &EXHAUSTERS | ‘TIME RECORDERS— Sales minal waa se 
Manufactured by nn Serwt e. Tel oe Carbide supplied to customers’ specification 
Ss » ‘ 8 xpress service give emergency tc ’ 
THE HAMMOND ENG. CO., LTD., | +7 aren ey |g oH & | and expre wa — ove on a y tooling 
Chase Side, Enfield, Middx. 157/159, Borough High Street, London, 8.E.1. DIAGRIT GRINDING CO., Lrp. 
Telephone : ENF. 1323 (4 lines) } ae Marden, Kent. 
Phone: Marden 362. 

















BRAND NEW BALL & ROLLER BEARINGS 


OVER 4,000,000 IN STOCK IN MORE THAN 4,000 TYPES 


i oe ee ee 0 On On a 


STOCK L468 T pee vt Cm koe 


CLAUDE RYE BEARINGS ‘icis'202'02° 0% 


When answering advertisements kindly mention MACHINERY. 
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Classified Advertisements (SPECIALITIES, contd.) 


GARFIELD AUTOMATIC HUT TAPPER 


Made in two models covering 
the tapping of nuts from ¢§ to # 
inclusive. 


Fast production, easily tooled. 


Can be supplied either Belt or Motor Driven 


GEO. H. ALEXANDER MACHINERY LTD. 


82-84 Coleshill Street, Birmingham 4, England 














REAMERS, MILLING CUTTERS, END MILLS 
DIEHEAD CHASERS, HAMMERS, 

SLITTING SAWS, LATHE TOOLS, TOOLBITS, 
WOLF ELECTRIC TOOLS, HEIGHT GAUGES, 
DRILLING MACHINES, DRILL CHUCKS, 
MICROMETERS, SHEFFIELD & SWISS PATT FILES, 


THEY, RE STOCK AT INDICATOR SETS, FLEXIBLE SHAFT MACHINES. 


RITCHIE 


ALL SIZES OF STANDARD & SPECIAL HIGH SPEED DRILLS & TAPS FROM STOCK 


A. H. RITCHIE & CO., LTD., SOUTHWARK ST., LONDON, S.E.I 
TELEGRAMS : RITOLS, SEDIST, LONDON. TELEPHONE: HOP 2132 (6 lines) 











FLEXIBLE — Universal 
METALLICCONDUIT | 44% a Ball Bearing Co. 


° H. ith 
and solderless couplings 1 C hg poo 7 


For protecting cables leading to a7 5 0 TORS 
motors, switchboards, | MANUFACTURERS 
starters, ete | i AND REPAIRERS 

All sizes frew j'e.1¢ Ste | I Phone Grom “id a onreng 
THE DONOVAN ELECTRICAL CO. LTD. Riverside 3262-3-4 _—_— 


(Wholesaling Diws:on) 


GRANVILLE STREET - BIRMINGHAM 1 











| Rgechine Engraved Feed Dials. | 
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‘BRONTE’ 


’ BRONZE SEATED 
PIPE UNIONS 
The Popular Steam joint 


WALTER SLINGSBY & CO., LTD. 
WASK WORKS KEIGHLEY 








MACHINE ENGRAVED 
RULES 


WHITTAM & CO. 


Specialists in 


Machine Rules, Scales, Circular 

Dividing, Standards, and all 

types of Steel Rules, for the 
Machine Tool Trades. 


Established 1860 
Telephone: Pendleton 3117 
Claremont Works, Salford, 6. 











ANNOU NCEMENTS 


PHOTOGRAPHY 


Miles & Ramn, Ltd., 102, South- 

ampton Row, London, W.C.1. Holborn 
6858. Specialists in commercial and industrial 
photography for over 60 years. All branches of 
photographic work undertaken. 


Photographs ie MACHINERY 
set the standard in engineering publicity. 

Our studio is one of the best equipped in the 
country. Ideal for really good photographs of 
tools, attachments and portable equipment. 
Mobile unite available for taking photographs 
in blaek and white or in natural colour in your 
| Own or your customers’ works. Specimens of 
work submitted = request.—Full particulars 
from the SERVICE An Aes, MAG HINERY 
PUBLISHING COMPA} NY, Lrp., National 


Scales, Nameplates, Labels, etc., in Metal | House, West Street, Brighton, 1. 


“on ” , H | and Plastics. Quick Delivery.—O. H. KAMPF | 
he Coxeter Revolving | & CO., Tanyard Works, Beaminster, Dorset | = . 


‘entre, from 76s. All sizes from stock | 
REVOLVING CENTRES, Lrp., Oxford. | "Phone! Beaininster 440. 


CROSKY 


( BRITISH MADE ) 


INSERTED BLADE 
MILLING CUTTERS 
Easy accurate setting with 
unique Jack-Lock wedge 


Sample cutter on request 


Write for full details to Small Tools Department. 


GEORGE H. ALEXANDER MACHINERY LTD. 
@2, 83, 64, COLESHILL STREET, BIRMINGHAM 4. 


PATENTS—TRADE MARKS 


Kings Patent Agency, Ltd. 
T. R. KING, A.M.1.Mech.E., 
Registered Patent Agent, 
| 1464, Queen Victoria Street, London, E.C.4. 
| City 6161 Booklet on Request. 


BUSINESS FOR SALE 
| Precision Engineering Business 
for sale, Director retiring. North Midlands 
area. Ample premises for expansion. Freehold 
| Factory, substantial private mortgage available. 
BOX Z13, Macninery, Clifton House, 
Euston Road, N.W.1 


PACKING AND SHIPPING | 


. & J. PARK, LTD., Dominion 

Works, Chiswick, England. Export 

| packers, shippers and forwarding agents. 
| Specialists in packing heavy machinery. 


When answering advertisements kindly mention MACHINERY. 
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BUSINESS OPPORTUNITIES 


Sheffield Engineering Firm with 

comprehensive engineering plant and 
extensive experience in the design and produc- 
tion of all types of machinery, including special 
purpose plan}, wishes to undertake the manu- 
facture of lete or part blies, including 
assembly line production. 

Pattern Shop. Technical Representatives 
in all areas.—BOX L 
House, Euston Road, N.W.1. 





Manufacturers of Established 

self-contained Drill Head require live 
Sales Organisation to promote Sales on Regional 
or Country-wide basis.—BOX 229, MACHINERY, 
Clifton House, Euston Road, N.W.1. 


or Patterns, Blocks, 
Repetition Work in Wood, “ Jabroc,” 

“ Tufnel,”’ etc. No job too small.—Send your 
enquiries to P.M., 29, Sixth Avenue, Bristol, 7 


Jigs, 


Plastic Moulder, With Toolroom 

facilities desires co-operation with active 
distributing or Wholesale organisation with a 
view to manufacturing articles for their sole 
distribution.—Write BOX Z36, MAcHINERY, 
Clifton House, Euston Road, N.W.1. 


Own Drawing Office | 


771, MACHINERY, Clifton | 


MACHINERY 
Classified Advertisements (ANNOUNCEMENTS, contd.) 


AGENCIES 





Sole Agency offered to person or sales 
organisation for the sale of Tungsten 
Carbide Tipped Tools in Yorkshire 
Also the Potteries District, on com- 
mission basis. Only people with well 
established connections with engineer- 
ing concerns need apply. Any make of 
carbide supplied on customers’ request. 
People with one or two complementary 
lines would be considered suitable, 
provided it is connected with the cutting 
tool market. Apply Box ZS52, 
MACHINERY, Clifton House, Euston 
Road, N.W.1. 











PATENTS—-TRADE MARKS 


‘The Proprietor of British Patent 

No. 690789, for “ Improvements in and 
Relating to Lapping Machines,"’ desires to enter 
into negotiations with a firm or firms for the 
sale of the patent, or for the grant of licences 
thereunder.—Further particulars may be ob- 
tained from MARKS & CLERK, « 
Lincoln's Inn Fields, London, W. 


57 58, 


June 27, 1958 


MATERIALS FOR SALE 


Surplus Mild Steel For Sale, 

20G. to 14G. Offeuts 20G. to 14G. Cold 
reduced and Hot-rolled Strip Mill 6 by 3. by 
22G. terneplate—R. STEPHENS & ‘SONS, 
Lrp., Bath Street, E.C.1. CLE. 1731/4 


MATERIALS WANTED 


Steel, Aluminium, Brass, Sheets, 
and Offcuts 10 to 24g. Small or large 

| quantities, Cash payments.—DYAS & FOWLE, 
41, Loudoun Rd., N.W.8. MAlIda Vale 2711, 5477 


BRITAIN’'S BIGGEST BUYERS 


WANT 


NEW BALL & ROLLER 
BEARINGS 


OF ALL TYPES & SIZES 


CLAUDE RYE BEARINGS 


895-921 FULHAM RD. LONDON, S.W.6 
RENOWN 6174 (EXT. 24) TELEX 2-3453 











PLANT WANTED 








Wanted, Attachments For 
Brown & Sharpe No. 10 Cutter Grinder 
Any condition considered.—-THE PRESS TOOL 
coO., Supra House, Roding Lane, 
Bridge, Essex. BUCkhurst 8648. 


anted, Slideway Grinder, 

Churchill VA or similar, 6ft. capacity or 

larger.-BOX V643, Macutnery, Clifton House, 
Euston Road, N.W.1. 





WE ARE KEEN BUYERS 
OF GOOD MODERN 
MACHINE TOOLS. 


INSPECTION WILL BE 
ARRANGED AT ONCE. 


M. C. LAYTON LTD. 
96-98 VICTORIA STREET, 
LONDON, S.W.1 
Telephone : ViCtoria 7778/9. 








Woodford | 


| 
| 


B G MACHINERY, LTD., 
“ee * Montgomery Street, Sparkbrook. 
Birmingham, 11, will pay goed prices for 
Machine Tools of first-class make and in good 
condition.—’Phone: VICtoria 2351/9. 


anted. Reasonably Modern 
machine tools and sheet metal working 
machinery. Best pricee paid —W. FORREST 
& CO., Lrp., Industry Works, Sylvester Gardens, 
Sheffield, 1. Sheffield 23314/5. 


Machine Tools, Power Presses 

and Sheet Metal Machinery. Single 
machines or complete plants purchased 
Immediate inspection.—ALBERT EDWARDS 
(MACHINERY), Lrp., 79/89, Pentonville Koad, 
London, N.1. 


Wanted a Five Ton Diesel Rail 

Crane with approx. 30ft. to 40ft. jib to 
work on 4ft. 84 gauge, standard rails, must be 
first class condition, State price and where 
inspected to BOX Z28, Macutvery, Clifton 
House, Euston Road, N.W.1. 


Wanted, 


Sheet 


Machine Tools and 
Metal Working Machinery, 
particularly post-war models.—H. BELL 
(MACHINE TOOLS), Lrp., Walter Street, 
Leeds, 4. Tel. 63-7398. 





SURPLUS MACHINE 
TOOLS REQUIRED 


OFFER YOUR MACHINES TO 


J.E. RAISTRICK LTD. 


POYLE TRADING ESTATE 
COLNBROOK, SLOUGH 
BUCKS. 


TEL: COLNBROOK 2421 














WANTED 

GOOD CLASS MACHINE 

tools and sheet metal 
machinery. 


EDWIN MILLEN 


70 Clerkenwell Road, London, E.C.1 
"Phone: CLErkenwell 6064 














WILLIAM 


Props.: Exors. 
M. & R. Urquhart 


MODERN MACHINE TOOLS 
of all types, 
GOOD PRICES, Send details to 
WM. URGUHART, 


1023/27, Garratt Lane, London, S.W.17 
Tel: BALHAM 8551 











Harry Kirk Will Purchase 
| modern quality machine tools for cash. 
| Whole plants or individual items.—Full details 
| to:— 

| HARRY KIRK ENGINEERING, Lrp., 
Machine Tool Division, 

| Brandon Road Works, 

| Brandon Road, Coventry. 

\ Telephone: Walsgrave-on-Sowe 2213/4. 


When answering advertisements kindly mention MACHINERY. 
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WANTED GOOD 
MACHINE TOOLS 


Offer your Surplus Tools 
tous. We pay a good price 


M. WARD 


(MACHINE TOOLS) LTD. 
1, KILBURN HIGH ROAD, 
LONDON, N.W.6 


MAIDA VALE 1195-96 
Telegrams: Emwarneer, Kil., London 


One minute from Kilburn Park Station 
erloo Railway 


2 us. 





MACHINERY 


Classified Advertisements (PLANT WANTED, contd.) 


USED MACHINE TOOLS 


We offer generous prices for your plant or 
accept in part exchange for modern equipment 


EH JONES 
(MACHINE TOOLS) [. TI) 


48, HIGH ST. EDGWARE, MIDDX 
Telephone: EDGware 4488/9 


BIRMINGHAM: MIDLAND 5593 





WANTED 
ALL TYPES OF MODERN 
MACHINE TOOLS 
Please write or phone details to: 
THE MIDLAND MACHINE TOOL CO. 


BRADLEY, BILSTON, STAFFS. 
Tel. : Bilston 41953 














A. LAWRENCE & CO. 
(MACHINE TOOLS) LTD. 


will be pleased to purchase 

your surplus Modern 

Machine Tools either on a 

cash or part exchange basis. 

Ask our representative to 
call and inspect. 


Welsh Harp, Edgware Road, 
London, N.W.2 
Telephone ; GLAdstone 0033 











M2chine Tools and Sheet Metal 
Working Machinery, modern items of all 
types required.—CHARLES E. MATTHEWS 
(MACHINE TOOLS), Lrp., 34, Gladstone 
Road, Croydon. (Thornton Heath 1785.) 


CENTAL R TOOL WORKS, 

Birmingham, 18, pay best prices for good 
modern secondhand Machine ‘Pools by first-class 
makers. Write or ‘phone and our representative 
will call. 
‘Grams: Capstan, Birmingham. 


"Phone: EDGBASTON 1118 and 1119 


Wupltd 
tg 


| Late Type Machine Tools 
| Best Prices are offered for 
| latest types of Machine Tools. 
| Send us details of what you 
| have and our representative 
| will call to inspect. 


J. B. MACHINE TOOL CO. LTD. 
312 BRADFORD ST., BIRMINGHAM 5S 


ephone MIiDland 4375 


One or Two 
adjustable stroke 


ower Presses: 

wanted; fixed or 
Preferably inclinable, 20 tons pressure. 
SS. METAL PRODUCTS Lrp., Forsythe 
Road, Sheerwater Trading Estate, Woking. 





WANTED 


Horizontal, Vertical Boring Mills; 

Bullard Vertical Turret Lathe; 

Radial Drill, Milling Machine, 
American Made. 


BOX P.32, MACHINERY, 
Clifton House, Euston Road, N.W.!. 
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WANTED 
MODERN MACHINE 
TOOLS 


We pay cash for single machines 
or complete plants 


SEND US DETAILS 
IMMEDIATE INSPECTION ARRANGED 


SOUTHERN ENGINEERING 
AND MACHINERY CO. 
CONNAUGHT BUILDINGS 
TANNERS BROOK, MILLBROOK 
SOUTHAMPTON 
Telephone: Southampton 7310! /2/3 


@ We invite particulars of your surplus Mechines 
SOAG MACHINE TOOLS LTD. 
7, JUXON ST., LAMBETH, LONDON, S.E.11 


Phone : RELiance 720! 
Grams : * Sotoolsag,’ London 


L¢ Blond Nos. 4 and 5 Horizontal 
Deep Hole Borers—BOX Z21, MACHINERY, 
Clifton House, Euston Road, N.W.1, 


Wanted: No. 7 and No. 10 Ward 

Capstans. Cincinnati No. 3 or No. 4 
Vertical, also Cincinnati No. 4 or No. 5 Hori 
zontal. Will not consider machines over 10 
years old No merchants.—Write BOX Z46 
MACHINERY, (Cilifton House, Euston Road, 
Wel. 


Wanted, Secondhand Pfauter 
Gear Cutting Machine employing form 
cutters but not bobbing or generating machine 
Details to BOX Z57, Macuinery, Clifton 
House, Euston Road, N.W.1. 


Wanted, 24in. Stroke Motorised 

Shaping Machine. First class condition 
BOX. Z55, Macnivery, Clifton House, Euston 
Road, N.W.1. 











See also Page 184 for adverts received 
too late for classification 
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Classified Advertisements 


PLANT FOR SALE 


HU Tu iI — mmmmmeenenetesess iti titi ive sitisueienietiatinUntMtitiM MON 
STINTS BUTCHER & CO. 
SoectahiMs iw The 
® VALUATION AND SALE OF FACTORIES, PLANT ‘AND MACHINERY @ 
73 CHANCERY LANE, LONDON, W.C.2 
_ VEL.: HOLBORN 8411 (B lines) GRAMS: PENETRANCY, HOLB LONDON 

















ae —— saat _ "|| A Good Number of High-class 
NEW OXFORD 19ft. PRECISION CAP BED S. ELL ISON. C ook Street, "off Cc ory 
TRANSFORMER and S.C. LATHE; admit 13ft. lin. J) "f°"? ® 10 


WELDERS between centres; 24in. hollow | — 
spindle; swing 364in. by [Odin. in 
For Immediate Delivery gap; quick change gearbox for Whit- . E. Ormerod Ltd., Bromsgrove 
worth, Metric and Module threads: 3411—offer one Archdale 18in. Vertical 
160/450 amp. sizes, oil cooled pattern for og - ° Milling Machine, 2,000 r.p.m. at £575, or will 
operation on 400-440V. single phase, or 12 spindle speeds from 16 to 750 || go to the best offer made within the next three 
200-240V., dual welding voltage 50/80; r.p.m Com : s weeks. Seen working, any trial. 
-p.m. plete with maker's 
inbuilt coarse and fine regulators. operating manual and test certificate. 
Prices as follows:— F. J. EDWARDS L 4 
450 amp., £135 Os. 0d. E d, London, N.W.! ‘ 7 
350 amp., £99 10s. Od. = corr thay poe) Wanderer Universal Milling 
250 amp., £71 Os. 0d Machine. Table 30in. by 10in. Speed 
180 amp., £45 Os. Od. 96-1,000 r.p.m., cemplete with dividing head, 


toolholders, etc As new BOX T105, 
GEORGE COHEN SONS MACHINERY, Clifton House, Euston Road, 
N.W.1 
& CO., LTD. 
WOOD LANE, LONDON, W.12 Electric Motors, New and 
4 a = AG Secondhand, over 1,000 always available 
Tel.: Shepherds Bush 2070, and for sale, part exchange or hire. Prompt Snow Hydraulic Surface Grinder. 
STANNINGLEY, NR. LEEDS. repairing service in event of breakdowns Table 32in. by 8in Auto feeds. Hori 
Tel.: Pudsey 2241. JOHN RODWELL, Lrp., Vicarage Road, | zontal spindle. Mot.—WILCOX & CO., Barr 
' Hornchurch 8877/8. Street, Birmingham 19. NORthern 1234/5. 























CHINES USED MA 
MITCHELL I2¢in. Lathe, !0ft. 9in. Detween MODERN) VAN NORMAN Vertical Miller, 56 x !O4in. 


centres, 4jin. hollow spindle. Equipment. table, Power and rapid traverse all directions, 
MYFORD MG!2 Cylindrical Grinder, 3 x 12 Very good condition. Price £1,150. 
capacity. Full equipment. WILSON Newel 7}in. Lathe. Fourway 
MIDGLEY & SUTCLIFFE O3SD Universal Toolpost chuck, etc. Late machine, 
Miller. Universal Dividing Heads. excellent condition. Price £345. 
COLCHESTER ‘Mascot’ 8tin. x 5S4in WARD No.7 Capstan. Fully equipped. Levers and nuts 
"eer eaiggg ot gl hese ? , Arranged as chucking machine. Good order. Price £°50. 
, a REINECKER FV! Vertical Millar, 43in. x 1Oin. table. 
GRANOR Type HL I lin. Gap Bed Lathe. 5ft. between 23in. between spindle and table, dial change, as new 
centres, Full equipment, condition. Price €1 05 
COLCHESTER ‘Triumph’ 7iin. x 48in. Lathe, LUND Precimax MPL 6 x 36 Grinder, 20 x 4 wheel. 
Coolant, fourway toolpost, etc. Coolant equipment, ere. Price £525. 
MITCHELL 8jin. Gap Bed Lathe, 4ft. 3in. between HERBERT Small piece Lathe. Type 6WSL !2in. swing 
centres, fourway toolpost, chucks, etc. two tailstocks. Price €110. 
VICTORIA U3 Universal Miller, 60in. x !24in. table, ADCOCK & SHIPLEY 3ft. Radial Drill. Power feed 
rapid traverse. to spindle. Coolant equipment. Good condition, 
ay N 2C Ifin. capacity Capstan. Complete with Price €325. 
ar 


HERBERT 28 Capstan Collet attachment, chuck bar 
SMART ‘AND BROWN Model ‘A’ 4tin. S.S. & S.C, fead, tooling, etc. Price €3 


00. 
Precision Toolroom Lathe DELAPENA Mode! MA Bench Honer, 0°135 to 2-625 
HARRISON Bin. x “Bin. Lathe. Fourway toolpost, capacity. Price £50. 


chucks, sceadies, etc. MITCHELL [4jin. Lathe. 7ft. Yin. between centres. 
MODERN i8in. x 6in. Fully Automatic surface 4}in. hollow spindle. Equipment. Overhauied. 
Grinder, !2in. wheel to table. Price £1,950. 


MODERN MACHINE TOOLS L"? 


GOSFORD GOSFORD 
STREET STREET 
COVENTRY COVENTRY 


When answering advertisements kindly mention MACHINERY. 
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new macuines exsroct!| AJEW MARKING-OFF or 


PROGRESS 4F Pillar Drill, 1tin. capacity, 


power feeds. | 
PROGRESS 5E Pillar Drill, 2in. capacity, 
power feeds. | 
VICTORIA V8 Vertical Mill, table 60in. 
by 12tin., power feed. rapid traverse in 
all directions. 


VICTORIA U2 Universal Mill, wae 45in. 
by Lie Lore: feed all direct: 

EXCEL No. 5 Tool and Cutter tate. 
10in. by Sein. capacity. 

ALBA 68 Shaping Machine, 24in. 

VELOX Hacksaws, 7¢in. and 10in. =i. 


\LOHESTER LATHES. 
CHIPMASTER or 8a gh yg for Sale 
TRIUMPH “iin by sin. Straight bed E St k 
MASCOT Siin. with Sft. er 10ft. Gap Bed. X STOC 


All the above machines are motorised 
416/8/6@. 


A. LAWRENCE & CO. 

(MACHINE TOOLS) LTD. 

WELSH HARP, EDGWARE ROAD, 
} 

| THESE NEW BESCO MARKING-OFF OR LEVELLING TABLES are 

en — — | eeaueansle machined on the top face. They are well proportioned and heavily ribbed on the 

| underside. Mounted on four cast iron legs with holes at the feet for bolting to the floor. 


NEW & USED MACHINE || Height - 7 largest “7 _— . ie of 
| n three sizes: in. x in. ¥ in. deep. Weight approximately 1726 Ib. 
TOOLS AND EQUIPMENT | p+ in. x 7 in, x Sue deep. be ae approximately 2240 Ib. 
in. x 36 in. x 6}in. deep. eight approximately 2303 Ib. 
Enquiries promptly dealt with Illustrations, prices and any other details required are available on request. 

















Telephone your enquiries for 


Cad equinmane Fila Eng 69 | F. J. EDWARDS LTD. 


attention. | 359-361, Euston Road, London, N.W.1 EUSton 4681-3771 


Good Prices offered for High | or 41, Water Street, Lassaaniadtanne 3 CENtral 7606-8 
Class Used Machine Tools. | 


WILKINSON LT NEW MACHINES IN 





MACHINE TOOLS CO | STOCK. A SELECTION OF 
PINNER, MIDDLESEX. | | morcHeLt. OF KEIGHLEY 103i. x USED MACHINE 


KEI 
Telephone : FIELD END 6529 pe Sin. B.C. 8.8. & 8.C. Gap Bed Centre TOOLS 


athe. 
| MITCHELL OF KEIGHLEY Siin. x 4ft. 3in. 
Rainbow B.C. 8.8. & 5.C. Gap Bed Centre Lathe. | AVAILABLE FOR 
=a STANLEY Siin. x 6ft. 0in. B.C. SS. & 


8.C. Gap Bed Centre Lathe. 2-speed 
soter, | IMMEDIATE 
ee x + —_ B.C. 8.8. & S.C. 
Gap Centre Athe. 2-speed motor. § | 
| | conctarsten "Sancor™ siin aft tin DELIVERY 
G Centre Lath j 
1Osin. MITCHELL S.S. & S.C. Lathe, Sft. b.c. COLGHINOTE * Bunions" Gln. X 24in. B.C. LANG I|6in. x 20ft. Lathe, twin saddles. 
NO. 4 CINCINNATI Plain Miller. Dial type. | Gap Bed Centre Lathe. LANG 63in. Swing Boring and Facing Lathe. 
No. 2 CINCINNATI Plain Miller. Dial type COLCHESTER “ Chipmaster"’ bin. « 20in. MILWAUKEE 2H Vertical Miller, 1,400 
25 R.V.M. KENDALL & GENT Vertical Centre Lathe. r.p.m. 
Miller. - | — ss — 7tin. x 40in. B.C. CINCINNATI No. 2 Dial Type Vertical 
No. 2M CINCINNATI Vertical Miller. | & 8.C, —e. Bed ¢ entre Lathe. | and Horizontal Millers. 
No. | KEARNS Horizontal Borer. Facing | WILLSON Mk. 64in. x 24in. Inclined J} | CHURCHILL I4in. x 36in. Plain Cyl. 
head and spindle. | T euecenene. ‘athe 5 Milties Mochi Grinder. 
see, La omen. Cons ane. Table 45in. > Vertica ee ae MATRIX 10 and 21 Thread Grinders. 
r Fee pstan. erhauled. | SNOW 05/20 Surface Grinder. 
No. 8 WARD Combination Turret Lathe. | — SR.2 48in. Radial Arm Drilling 6ft. Oin. x fin. Bending Rolls. (New.) 


z Machine. 
540 JONES & SHIPMAN Surface Grinder | KERRY 150 1}i . All Geared Drilli KITCHEN & WADE (fc. 6in. Radial 
6 x 18 THOMPSON Toolroom Grinder. a ne Drill, twin motor 
RRY i¢ 


s 
ype F. : ‘ lin. cap. Pillar Drilling ASQUITH ft. 6in. ODI Radial Drill. 
10in. x 24in. NEWALL Universal Grinder. Machine. 
CHURCHILL HBY Internal Grinder. PROGRESS 3A iiin. cap. Pillar Drilling 


WARNER & SWASEY Capstan. Machine. 
Noo. 3 and 5 GISHOLTS. Bar feed. PROGRESS 2G8 fin. cap. Pilar Drilling || W. FORREST & CO. LTD. 
24in. DEAN, SMITH & GRACE Boring and Machine. INDUSTRY WORKS, 
EXCEL 3/12 Hydraulic Surface Grinder. 
Facing Lathe. : SYLVESTER GARDENS, 
4in. Spindle UNION Mode! BFT.100. EXCEL No. . edestal Surface Grinder, SHEFFIELD. | 
7 cap. 10in. x Sin. , |. 
1s, 2S 2D, 2B, 48 HERBERTS. TO CLEAR EXCEL No. 5 Tool and Cutter Grinder. ‘Phone 23314/5 
HEAP. MYFORD MG.12 Cylindrical Grinder. one /S. 
PLATE Drilling Machine, 2 spindle, No. 5 ™.7.| | MuwOup Mai OGL, Carbide Tool Grinder. 
ee in tee| SO | 
in. uto. ng e | | 3 
“eeneee fee. Bteied LTO P. SIMPSON & CO., LTD. ||, umsden Vertical _ Spindle 
(Gt. Britain) 177, RAIKES LANE, BIRSTALL, Nr. LEEDS } | yéreniie Gurtoes Grete Ts 
- 7 | 64in. 7in. dia. cup whee! otor! ; 0 
“LONDON wn j Tel.: Batley 1235. | & CO., Barr Street, Birmingham 19. Northern 
. Mayfair 1585. | | 1234/5 


When answering advertisements kindly mention MACHINERY. 
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Th Scriven 3-Roll Plate Bending uae ano nomen 

ere are Machine, rollers 14ft wide, iin. capacity CINN No, 3 Dial Type Verti 
HUNDREDS Archdale 4ft. Radial Drilling Machine, tapping aa Machine. Speed range 18-450 
apres epee, unttareed HERBERT 47V Vertical Milling Machine. 

MACHINE Herbert Filing and Sawing Machine, 15in. Speed range 21-750 r.p.m 
§ square adjustable table. Eo 30in. Vertical Milling Machine. 
TH ; 2th.p peed range 29-522 r.p m 

E to choose a 16in. Cutting-off Machine, 124h.p., PARKSON INA Universal Milling Machine. 


Speed range 17-450 r.p.m. Comprehensive 
F i E trom Herbert Hacksaw, 13in. blade, belt driven. ee 
e Wicksteed Hydrofeed Hacksaw, 16in. blade, PARKSON 2T Universal Milling Machine. 


‘2 6in. by 6in. Speed range 15-360 r.p.m. Comprehensive 
tex Hy : kes 8 ade. &i equipment. 
MACHINE by win, A draulic Hacksaw, 18in. blade, Sin. |] BROWN & SHARPE No. 10 Production 


Milling Machine. Speed range 55-1,800 


| . Colchester 7in. Centre Lathe, 7ft. gap bed, r.p.m. 
CENTRE | A.G.H. HERBERT 9S Combination Turret Lathe. 
EE Herbert Horizontal Milling Machine, 3ND ) range 14-400 r.p.m. 
| table 6lin. by 15in., 4 spindle speeds. Ww. 7 Combination Turret Lathe. 


ISLINGTON PARK STREET, NEAR 3,000 K.G. Capacity Avery Hardness Testing Pane} turning. Bar feed and —. 
HIGHBURY CORNER, LONDON, NI Machines, 10in. dia. table (2). peed range 37-750 r.p.m. Comprehen- 


, . . sive equipment 
(on the main Al Road from the Worth) | ..¥°) & 0. 50-ton Inclinable Geared Open | | WARD 7, 8A, 2A, 1A, OE Capstan Lathes 
Fronted Press; 20-ton Bliss. Bar feed . 
Crow Harvey Punch, Shears and Angle CHURCHILL i6in. by 50in. Universal 
| Cropper, 18in. blade, 27in. throat, heavy duty. Grinding Machine. Comprehensive equip- 
Pels Punch, Shears and Cropper, 12in. blade, ment. Unusec pee 
shear jin., takes 6in. by 6in. by fin. angles. NEWALL Type ‘L 10in. by 36in. Plain 
| Craig & Donald Billet Shears, Sin. blade, » OF hai 
| 6in. by lin. capacity. » by 27in. Plain 
Robertson Shears, tin. capacity, 10 b.p., .A.-LAND. . } 6in. by 18in. 
28in. blade, 9in. maximum opening. (2 P rinding ie. 
YOU'LL RING Robertson 7-roller Plate Flattener, sft. 6in, | | NORTON 6in. by 18in. Surface Grinder 
wide, approximately tin. capacity CHURCHILL i6in. Ring (Grinder 
ae . = ' CHURCHILL 24ia. Ring Grinder. 
THE BELL Berry 3-roller Plate Bender, 7ft. wide, CHURCHILL 42in. Ring Grinder 
approximately gin. capacity. | 2C Centreless Grinder 
iF You Sweeney Fly Presses, all sizes, 20 available. HENDEY 24in. by 168in. S.S. & S.C. Lathe. 
Massey 3-cwt. Bottle Forging Hammer ala Speed range 14-560 r.p.m. 
—————« UC ’| | F.LC.B. 17in. by 10ft. S.5. & S.C. Lathe. 


REMEMBER... New l-cwt. and 2-cwt. Hammers by Massey in. by &ft. 


and Alldays & Onions. 8.8. ’. Gap Bed Lathe. Speed range 
Oliver Planishing Hammer, 29in. gap. o 6.5-882 r. D. =. oFIELD , , . 
— -Awertwn (mWworweDP a ILDFIELD & SCH 12¢in. by 7ft. 
FRED WATKINS (ENGINEERING), Lrp., 
Coleford, Glos. “Phone: Coleford 2271 (3 lines) — aN —_ Bed Lathe. Speed 
Ty Sin. by 4ft. Gin. 
. Lath e. ‘Speed range 16-392 
| LANG “pin. by 5ft. 6in. 8.8. & S.C. Lathe. 
Cleco 2,000-ib. Electric Straddle Speed range 8.75-240 r.p.m 
type Fork Lift, with charger. Accumu- DEAN SMITH & GRACE in. oy 8ft. a 

















lators nearly new. 7ft. lift. £250. O.N.O 8.8. & 8.C. Gap Bed Lathe. 


e | BOX Z31, M , Clifton H . Eusto range 11-490 r.p.m. 
MAROS might have (#/ | Road. NWa eee: Clifton House, Euston | | gan gMITH & GRACE 7in. by 2ft. 6in. 


Gap Bed Lathe. Speed 
| . - -P.m. 

, THOS. W. WARD LTD | ENHAM 6}4in. by 2ft. Oin. SS. & S.C. 

ALBION WORKS, SHEFFIELD Gap Bed Lathe. Speed range 10-400 

ent-Owen Producti r.p.m. 

K Auto. cycle. Table — agers KITCHEN R ae oe ps ew aktnee Ra 

Kneeless type. Motorised. —WILCOX & CO., , te ge — 

Barr Street, Birmingham 19. NORthern 1234/5 ag eiere M. _ Radial Drill. Speed 

TOWN Sft. No. 2 4 T “Radial Drill. Speed 


range 126-1, 450 r. p.m. 
NEW MACHINES FOR OLD!!! | | sou ious. gus ee 
eee Radial Drill. Speed range 183-580 r.p.m. 
ASQUITH 


Type E.G.C. 8ft. Girder Type 
. Speed range 31-830 r.p.m. 








Reconditioned 


Horizontal Boring 


Ward 2a and Ward 3a BBA. fin. Automatic Screwing Machine. 
KENCO 63 5& Mact Com- 
Capstan Lathes available in exchange prehensive equipment wie 


AIRD Punchi id Croppi 
for your worn machines Machine. Capacity ‘fin. by 4¢in. by bin. 


BIGWOOD 4-Roll Bending and Straighten- 
Immediate Delivery ing Machine. Capacity 4ft. by tin 


Modern Machines—Motorised 400-440/3/50. 


HELIOT MACHINE TOOL co Fully Overhauled—Six Months Guarantee. 


35, Greenwich Church Street, London, S.E.10 ee '(SWANSEA) LTD. 
Phone: GREENWICH 1222 , Sear STRESS 
: 50061/2. 























rummond K. Capstan. Equiva- | | fr ——— ; 
lent to me ¢ Goad .-y With | | | MARTIN BROS. (Machinery) Ltd. NEW, USED and REBUILT 
equipment. 400/3/50 electrics. £200 for quic’ J 
sale.—BOX V994, MacuiInery, Clifton House, Telephone: TRAfford Park 1091-2 MACHINE TOOLS 
Euston Road, N.W.1. REBUILDERS OF ALL Gn Aaweaes 06 SIOCE 
TYPES OF TOOLS FOR 
OVER 40 YEARS U.K. AGENTS FOR: H.M.V. (Swedish) | 
PRECISION Universal Borers, SCOTT SUNDER- | 
. * | REBUILDERS TO LAND SHEET METAL TOOLS, 
entec 2B = niphrnage , pore | THE TRADE & GOVT DEPTs BULLOWS COMPRESSORS, C.V.A. | 
lete or estal with vertical attach- | NTR 
ment. ete. Motorised 40/3/50. IN. STOCK | Fperenmed 6 mente, Crane Capacity nen GRANOR = CENTRE 
;— your ve — ave C = | EMPRESS Wor 
« LaD., 1 osebery venue, 3.) L. KS, E 
‘Phone: “TERminus 8866 (P.B.X.) | warnaes STREET, COANEROOE, MANCHESTER 16 


When answering advertisements kindly mention MACHINERY. 
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FOR MACHINE TOOLS 


Below are selected offers from our extensive and 


varied stock 





SLOTTING MACHINES 
MUIR I7in. Stroke Vertical Slotting Machine. 


GRINDING MACHINES 


SCRIVENER No. 2 Centreless Grinding 
Machine. 

LANDIS Plain Hydraulic Cylindrical Grind- 
ing Machine, capacity, 10in. by 96in. 

LANDIS) Hydraulic Universal Grinding 
Machine, |4in. by 36in. between centres. 

LANDIS Type D Hydraulic Crank Pin 
Grinding Machine, capacity 2lin. by 72in. 

NEW EXCEL No. 3 Hydraulic Surface 
Grinding Machine. 

NEW EXCEL No. 5 Tool and Cutter Grinder. 

BROWN & SHARPE No. 2 Surface Grind- 
ing Machine, capacity 6 in. by |8in. 

NORTON Universal Grinding Machine, 
type “C’ » Capacity 12in. by 36in. 

LANDIS Type "Plain 
Cylindrical Grinding Machine, 
10in. by 36in. 

CHURCHILL Universal Grinding Machine, 
10in. by 24in. between centres. 

NORTON 6in. by [8in. Plain Cylindrical 
Grinding Machine. 

B.S.A.-LANDIS Type “ C"’ Plain Hydraulic 
Cylindrical Grinding Machines, 6in. by 
Win. (Two available.) 

CHURCHILL Model HBY Internal Grind- 
ing Machine. 

EXCEL No. 3 Horizontal Spindle Hydraulic 
Surface Grinding Machine 24in. by 8in. with 
magnetic chuck. 

ABWOOD Vertical Spindle Surface Grinding 
Machine 6in. by !8in. 


BORING MACHINES 


UNION Horizontal Boring Machine, Model 
BFT. 100 3+fin. dia. travelling spindle, 
24in. dia. facing head (1957). 

RICHARDS Type PRT Horizontal Type 
Floor Boring Machine, 34in. dia. travelling 
spindle and 28in. dia. facing head. 

ASQUITH 7in. Horizontal Floor Boring 
Machine. 

BERTHIEZ Mode! 9340 Vertical Boring Mill 
table diameter /7ft. {0in., maximum 
turning capacity Mt. 6in. (1953.) 

JUNGENTHAL Mode! KE.!200 Vertical 
Boring Mil!, table diameter 39in., maximum, 
turning capacity S0in. (1954.) 

FRORIEP Vertical Boring Mill, 
meter 39in., 
52in. (1955.) 

KEARNS No. 3 Horizontal! Boring Machine, 
34in. diameter travelling spindle, maximum 
facing diameter 24in. 

RICHARDS Double Column 6ft. 
Boring Mill, 
72in. 


MILLING MACHINES 


CINCINNATI Hydromatic 324 Duplex 
Production Milling Machine. (2 available) 
MILWAUKEE No. 2H Vertical Milling 

Machine, table 50in. by !0in. 

REED PRENTICE No. 6 Vertical Milling 
Machine, table 84in. by 20in. 
SUNDSTRAND = Hydro-Screw 

Automatic Production Milling Machine, 
table 7in. by I4in., table traverse 48in. 
CINCINNATI 1/12 Horizontal Production 
Milling Machine. 
CENTEC Mode! 3R Automatic Production 
Milling Machine, table 8in. by 30in. 








Hydraulic 
capacity 





table dia- 
maximum turning capacity 


Vertical 
maximum turning capacity 





Rigidmill 


CINCINNATI 2M 
Machine. 

MILWAUKEE No. 4H Plain Horizontal 
Milling Machine, table 74in. by |54in. 

VICTOMATIC Automatic Cycle Pro- 
duction Milling Machine, capacity 50in. by 


10in. 
REED-PRENTICE No. 5 Vertical Milling 
Machine, table 68in. by I6in. 


GEAR MACHINES 


MUIR 72in. spur and helical Gear Generating 
Machine. 

ORCUTT 24in. Gear Grinding Machine. 

KOLB Gear Grinding Machines. 

SYKES V.10 Gear Generator. 

GLEASON 3in. Bevel Gear Generators. 
(Two available.) 

GLEASON No. 9 Bevel Gear Completor 
Machine. 


DRILLING MACHINES 


KITCHEN & WADE 28VI0 Single penme 
Vertical Drilling Machine, No. 4M 

ARCHDALE Multi-spindle Drill Machine, 
36 spindles. 

HETTNER Radial Drilling Machine, having 
10ft. Radial Arm elevating column type. 

TOWN 30in. Vertical Spindie Boring, 
Drilling and venains Machine, No. 5 M.T. 

KITCHEN & WADE (ft. 6in. Radial 
Drilling Machine. 

KITCHEN & WADE 4fc. 
Machine. 

ASQUITH OD! 6ft. 
Machine. 


CAPSTAN & CENTRE LATHES 


WARD 7B Hexagon Turret Lathes with bar 
feed. (Two available). 

OLDFIELD & SCHOFIELD Boring and 
Surfacing Lathe, cross-traversing Turret 
type. 


Universal Milling 








Radial Drilling 


Radial Drilling 





par excellence 





LE BLOND Regal Centre Lathe, 94in. by 
42in. between centres. 

BRADFORD &tin. centre height by 30in. 
between centres Centre Lathe. 

HERBERT No. 8 Combination Turret Lathe. 

URQUHART LINDSAY & ROBERTSON 
ORCHAR Centre Lathe, Ié6in. by 30ft. 
6in. between centres. 

LIBBY Model 2H-8 Combination Turret 
Lathe, 84in. hollow spindle. 

HERBERT No. !2 Combination Turret 
Lathe with comprehensive tooling. 

NILES Centre Lathes [34in. centre height 
by 27ft. between centres. (Two available). 

NILES Centre Lathes, |Sin. centre height by 
28ft. between centres. (Two available.) 

BETTS-BRIDGEFORD Centre Lathe, |S5in. 
centre height by ([6ft. between centres. 
(Two available.) 

WARD No. 7 Combination Turret Lathe. 


AUTOMATICS 


ACME GRIDLEY Model RA6 2jin. spindle 
Bar Automatic. 

PONGRACZ Single Spindle 
capacity 10 mm. 

CONOMATICS 3tin. 4-spindie Bar Auto- 
matics. (Three available.) 

BULLARD Bin. 6-spindle Vertical Chucking 
Automatic. 

BULLARD | lin. 8-spindle Vertical Chucking 
Automatic 


Automatic 


PLANING MACHINE 


URQUHART LINDSAY & ROBERTSON 
ORCHAR Spiral Drive Heavy Duty 
Planing Machine, capacity |6ft. by 5ft. by Sfr. 





MISCELLANEOUS 


SHEEPBRIDGE 20/22in. 
Circular Sawing Machine. 





Hydraulic Cold 





* Vive les Machine Tools de Newman—pidces de résistance 


4 Topical 
Touch 


Latest fashion 


from Paris? * 








All the machines on this page are motorised for 400-440 volts, 3-phase, 50 cycles. 
For further details of any item listed or for a copy of our complete Stocklist write or ‘phone 


NEWMAN INDUSTRIES LIMITED 


Machine Tool Division 
Telephone: Chipping Sodbury 331! 


Birmingham (Northern 9634). 


Branches at: London (Sloane 8206). 


Manchester (Deansgate 2837/8). 


YATE, BRISTOL 


Telegrams: “ 


Dynamo Yate” 
Glasgow (Central 2101/2). 


When answering advertisements kindly mention MACHINERY. 
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- BETTER 


TRY 600 
FIRST ! 


for 
NEW AND USED 
PRESSES & SHEET 
METAL MACHINERY 


One (1) New RASKIN 75.IBA, 75 tons 
capacity Open Back Geared Inclinable 
Press with adjustable. stroke 4in. to Sin. 
Bed area 35iin. by 234in. Max. day- 
light 20in. 

One (1) New RASKIN 45.IB 45 tons 
capacity Open Back Ungeared Inclin- 
able Press. Adjustable Stroke jin. to 
Sin. Bed area 28in. by 18jin. Max. 
daylight 16jin. 

One (1) New RASKIN R.7 120-tons 
capacity Open Front Rigid Geared 
Power Press with Adjustable Stroke 
jin. to 4jin. Bed area 35}in. by 24}in. 
Depth of throat 123in. 

One (1) Used H.M.E. Type L.70 Open 
Back Geared Inclinable Power Press, 
adjustable stroke lin. to 4in. Capacity 
70 tons Bed area 32in. by 26hin. 
Depth of throat 104in. Gap through 
back 12jin. 

One (1) Used BRADLEY & CRAVEN 
44/44 Straight Side Double Crank 
Geared Power Press, capacity 80 tons. 
Bed area 44in. by 42in Stroke 24in. 
Daylight to top of bolster ram down 
adjustment up 74in. Bolster 34in. thick. 
One (1) New RUSHWORTH 8ft. by 
tin. M.S. Overcrank Geared Drive 
Guillotine Shearing Machine with cam 
operated Plate Hold down, 4in. gap in 
end frames. 

One (1) New PEARSON 10ft. by 4in. 
M.S. Electro Hydraulic Guillotine 
Shearing Machine with 12in. gap in end 
frames 

One (1) Unused RUSHWORTH 150/8 
All Steel Frame Press Brake, forming 
capacity &ft. by jin. M.S. Distance 
between columns 97in. Overall bed 
114in Die space ram down 12in. 
Gap in end frames 10in. 

One (1) New FROST Type No. 375, 
73in. by jin. Power Operated Swing 
Beam Angle Bending and Folding 
Machine with 7in. lift to top beam. 

One (1) New BARNES 8ft. by jin. 
Open Throated Upstroking Hydraulic 
Bending Press, length of stroke 12in., 
depth of gap in end frames 6in. 

One (1) New ELDAIR Model ‘01’ 
Alligator type Shears with all steel 
welded construction, length of blade 
304in., shear 12in. by fin. flats, L4in. 
rounds, Blade opening [04in. 

One (1) New STECO SBM.2 Section 
Bending Rolls of the horizontal shaft 
type, capacity 2in. by 2in. by jin. 
angles, beams on flange 4in. by Ijin. by 
5 Ibs., flats on edge 2in. by jin:, squares 
jin. 

Allarranged for Motor Drive 400-440/3/50 


GEORGE COHEN 


SONS & COMPANY LIMITED 
Sunbeam Road, London, N.W.10 
Tel: Elgar 7222/7 


Stanningley Nr. Leeds 
Tel: Pudsey 224! 











MACHINERY 


Classified Advertisements (PLANT FOR SALE, contd.) 


RQUHAR 


NEW MACHINES EX STOCK 
FOR IMMEDIATE DELIVERY 


Mascot, 8in. by 60in. 





COLCHESTER L: 
TRIUMPH 7 tin. = "asin 
STUDENT 6in. by 24in. 

bin. by 24in. 

“ACE” Bench Lathe, 4¢in. centres by 23in 
between. _— feed box and on cabinet 
stand. 415/3 

ROBLING L: athe. ‘Model 600/2, 54in. centres by 
24in. between, 1,920 r.p.m., accuracy 0.0002in. 
415/3/50 A.C. 

PFEIFER Precision Toolroom Lathe. Model 


r.p.m. Norton feed box, 187 threads Whit- 
worth, metric and module, turning accuracy 
0.002mum., 415/3/50 A.C. 

TROG: athe. Model TPM20, 10¢in. 
centres by 76in. between, 3lin. in gap, 850 
r.p.m., Norton feed “ye W hitworth, metric 
and module. 415/3/50 A 
ANVILLE SENIOR Sin, /4in. H.D. Bench 

| . Centre Lathe, 2lin. b.c. Motorised. 

ASTRA 6in. Stroke Slotting Machine, 4 speeds 

| to ram, compound table. Mot. 415/3/50 

OR M.1 Horizontal Milling Machines. 
Table 25in. by 64in. W/S, longt. power feed, 
spindle speeds 12, 50/1,650 r.p.m., coolant 
pump. Motorised 415/3/50. 

P.T.V. Universal Mill. Model 51. Table 33¢in. 
by 8tin., power feed, 60/1,200. Dividing 

| heads, etc. 415/3/50. 

P.T.V. Vertical Mill. Model IV. Table 39in. by 
8iin., power feed all directions, swivel head, 
rise and fall, speeds 60/1,400, dial change 
415/3/50. 

ASTRA Vertical Mill. Table 23in. by 8in., hand 

| feeds to table in all directions. No. 8 Morse 

spindle. Motorised 415/3/50. 

FIVE STAR Too! and Cutter Grinder, capacity 
5in. by 12¢in., with motorised workhead for 
external and internal grinding. 415/3/50. 


PLEASE ADDRESS YOUR ENQUIRIES TO 
DEPARTMENT “ P.” 


WILLIAM URQUHART 


1023-1027, Garratt Lane, London, $.W.17 
*Phone: WIMbledon 6341 


Archdale 20in. Horizontal 
, Milling M/c. Speeds to 615 r.p.m. M/d 
Complete with Vertical Head. 
. EDWARDS (MACHINERY), Lrp., 
. Pentonville Road, London, N.1. "Phone: 
TERminus 0167/8/9. 


now P24 Hydraulic Horizontal 

Surface Grinding Machine, capacity 24in 

by Sin., motorised 400/3/50 Two machines 

| available—SOUTHERN ENGINEERING & 

MACHINERY cCO., Connaught Buildings. 

Tanners Brook, Millbrook, Southampton, 
Tel.: Southampton 73101 








18in. CENTRE SS & SC GAP BED 
LATHE by GRANOR 


35ft. between Centres, 

20 hp. Electrics with IGRANIC 
ELECTRIC Company, Dynamic Plugging 
Relay Switch. 

Quick Power Traverse to Saddle. 

All Controls Duplicated on Saddle. 

18 Spindle Speeds 6 to 300 r.p.m 

One 3-pin Roller Steady, Ifin. to 10in. 
Capacity. 

One 3-pin Roller Steady, 6in. to [Sin 
Capacity. 

Complete Coolant Equipment 

THIS MACHINE IS IN FIRST CLASS 
CONDITION. 


For Further Information Contact: 
ALLAN EYRE & CO. LTD., 


CHATSWORTH ROAD, CHESTERFIELD 
Telephone: 3287. Ref: JHMS/TBS. 
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MACHINE 


TOO 


LS 


SELECTIONS FROM 
LARGE STOCKS 


NEW MITCHELL 16}IN. CENTRE ~< 24FT. 


GAP BED LATHE 
Admit between centres 
Swing over saddle 
Swing in gap 
Hollow spindle dia. 


17ft. 3in 

25in. dia 

61in. dia. x 18 ¢in. 
4iin 


NEW MITCHELL 14iIN. CENTRE 16FT. 
THE 


GAP BED LA 
Admit between centres 
Swing over saddle 
| Swing in gap 

Hollow spindle dia. 


Oft. 9in 

21 tin. dia 

52in. dia. x 17in 
4iin 


owe NEWALL TYPE LA _ 10IN. 4sIN. 
AVY DUTY HYDRAULIC PLAIN 


GRINDING MACHINES 
With oscillating type 
Admits between centres 
Grinding diameter 
Wheel diameter admitted 
Wheel face admitted 
Maximum swivel of table 
Number of wheel speeds 
Range of wheel speeds 
Quick run back (wheelhead 
‘ Oscillation of spindle 


wheelhead. 
48in 
10in 
36in 
10in 
& deg 


677-1,150 r.p.m 
Sin. or 4in 
0- tin. 


UNUSED HEYLIGENSTAEDT 47IN. SWING 
MOTOR DRIVEN SURFACING AND 


BORING LATHE 
Motor 18 h.p., 4-way tools 


vost; power feed to 


top slide; stepless spindle speer ds 


Height of centres 

Maximum swing over bed 

Spindle speed range (stepless 

Longitudinal feeds (9 

Cross feeds (9 

Maximum longitudinal saddle 
traverse 

Morse taper in spindle 


ARCHDALE 30IN. FIG. 


NO. 14523 ALL 


GEARED MOTORISED DIAL TYPE 
VERTICAL MILLING MACHINES 


Working surface of table 

Auto. longitudinal traverse 

Auto, cross traverse 

Hand vertical traverse 

Hand vertical feed of spindle 
slide 

Maximum distance, spindle 
to table 

Distance spindle to column 

Spindle bored 

Spindle speeds (12 

H.P. of motor 


44in i4}in 


per ft 
20 Pp. 


KEARNS HORIZONTAL SURFACING, BORING 
MIL 


LING, DRILLING, 


SCREWCUTTING MACHIN 


Diameter of spindle 

Maximum diameter machine 
will face 

Number of speeds to spindle 

Range of spindle speeds 

Vertical traverse of sliding 
head 

Size of main table 


Size of detachable turntable 


Maximum distance between 
facing slide and boring stay 


TAPPING AND 
E 

doin 

4zin 

24 

2.5-220 Pr. p.m, 
24in. 

601n 36in 


42in 42in 


6ft. 9in 


| SNOW MODEL P.24 HYDRAULIC HORI- 
ZONTAL SPINDLE SURFACE GRINDING 


MACHINE 
Grinding capacity 
Height admitted under 10in. 
wheel 
Longitudinal traverse of table 
Cross traverse of table 


Table speed, infinitely var- 


iable 
Cross feed, variable 
H.P. of wheel motor 
H.P. of hydraulic motor 


24in. Sin. 


8tin. 
28in. 
gin 


0-100ft. per min. 
Up to 0.1in. 


'F. J. EDWARDS LTD. 


359-361 EUSTON ROAD, 
Telephone: EUSton 
and at 

} 41 WATER 


LONDON, N.W.1 
4681-3771; 


BIRMINGHAM, 3 


STREET, 
Telephone: Central 7606-8. 


MACHINERY. 
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NORTON 


FOR “NEARLY NEW ”’ 


OFFER FROM STOCK— 
AUTOMATICS 


WICKMAN  ‘5-spindie Bar Automatics 
igin. capacity. Serial Nos. 423464/5. 

BROWN & SHARPE OOG Bar Auto- 
matic, Vertical Slide, Bar Strand, turret, 
tools, collets. Serial No. 12715. 


RICHARDS 48in. Double Upright Vertical 
Boring and Turning Mill, two swivelling 
toolboxesfon cross slide. 


CAPSTAN & TURRET LATHES 

HERBERT 48S Bar Capstan Lathe, fitted 
turret toolholders, pump, bar feed, speeds 
30 to 511 r.p.m. 

WARD No 7 Bar Capstan Lathe, bar feed, 
speeds 20 to 416 r.p.m. 

HERBERT No. 20 Combination Turret 
Lathe, 7jin. diameter spindle, 28in. swing 
over bed, 97in. distance spindle to turret 
Speeds 5 to 20! r.p.m. 


CENTRE LATHES 

LE BLOND Heavy Duty 33in. swing by 
28ft. between centres, S.S. & S.C. Lathe, 
late type, all geared headstock, twin 
saddles, taper turning, 32in. diameter, 
four-jaw chuck, 25 h.p. A.C., 3-phase 
electrics, speeds 4 to 255 r.p.m. 

BROADBENT /4in. S.S. & S.C. Gap Bed 
Lathe, admits 90in. swings in gap 50in., 
speeds 4 “ ing 204 r.p.m. Well equipped 
Nearly 

BINNS e “BERRY I2tin. S.S. & S.C. Gap 
Bed Lathe, admits /7ft. 6in. between 
centres, speeds 12 to 600 r.p.m. NEW. 

COLCHESTER MASCOT §8jin by 54in. 
All-geared Head Centre Lathe, speeds 37 


to 600 r.p.m. NEW. 

COLCHESTER TRIUMPH /7tin. by 48in. 
All-geared Head Gap Bed Lathe, speeds 
40 to 800 r.p.m. NEW 

WILLSON Mark V 7tin. by 48in., S.S. & 
S.C. Gap Bed Lathe, admits 48in., speeds 
54 to 954 r.p.m. and 37 to 739 r.p.m. NEW. 

DEAN SMITH & GRACE Type “A” 
Jin. by 3lin. S.S. & S.C. Gap Bed Centre 
Lathe, speeds |! to 490 r.p.m. Serial 
No. 21303. 

REIDEN 7}in. by 40in. S.S. & S.C. Gap Bed 
Toolroom Lathe, fitted taper turning 
attachment, pump, 3-jaw chuck, speeds 25 
to 1,350 r.p.m NEW. 





MITCHELL 6}in. by 64in. S.S. & S.C. Gap 
Bed Centre Lathe, taper turning attach- 
ment, speeds 27 to 400 r.p.m. Nearly New. 

MYFORD Super Seven Lathe, 3tin. by 
19in., speeds 25 to 2,150 r.p.m. Ew. 


DRILLING MACHINES 

RICHMOND S.R.2 36in. Radial Drill, 
elevating table, suds pump. NEW. 

JONES & SHIPMAN 30in. Mode! 92!, 
2-spindle Manufacturing Drilling Machine. 
fin. capacity, speeds 39 to 825 r.p.m. 
Table 42in. by 24in. 

PROGRESS 3A Pillar Drilling Machine, 
Circular cable. NEW. 


Machine Tool 
Values 
Competition ; 
apply for 
Illustrated Stock 
List 
giving particulars 











GRINDERS 


NORTON [0in. by 36in. Hydraulic Hori- 
zontal Spindle Surface Grinder, fitted 
“Humphries” chuck. Toolroom condition. 


Oren Gree Horizoncal Spindle 
ty tein, Suave Capacity IB8in. by 6in. 

er. Hydraulic Universal Grinder, 
fle a7ei6' pacity 10in. by 24in. Serial 

MYFORD M. G.12 Plain Cylindrical Grinder, 
capacity Sin. by I2in. NEW. 


MILLING MACHINES Vertical 


CINCINNATI No. 4 Dial Type Vertical 
Milling Machine, table 784in. by 164in. 
rapid and power traverses 42in. by I6in 
by I6in. Speeds 18 to 1,300 r.p.m. 
British buile 1941. 

BIERNATSKI No. 5 Swivel Head Vertical 
Milling Machine, table 78in. by 19in., 
traverses 49in. by I5in. by 35in. 

CRAVEN Swivel Head Vertical Milling 
Machine, table 47in. by 13in., traverses 


42in. by Jin. by 12in., speeds 41 to 1,188 
r.p.m, 


Universal 


REIDEN H.F.30 Universal Milling Machine 
table 59in. by I4gin., rapid and power 
traverses 39j}in. by IIHin, by [5iin., speeds 
44 to 1,457 r.p.m. EW. 

VICTORIA U2 Dessead Milling Machine, 
table 45in. by Ilin., power feeds 294in. by 
65in. by !6in., speeds 30 to 1,010 r.p.m. 
NEW. 

RICHMOND No. 3 Universal Milling 
Machine, table 48in. by Ilin., rapid and 
power traverses 30in. by Bin. by I6in., 
speeds 20 to 1,000 r.p.m. NEW. 

DENBIGH C.4 Universal Milling Machine, 
table 46in. by 10in., automatic longitudinal 
feed 36t4in., speeds 13 to 400 r.p.m. 
NEW. 


Horizontal 


ARCHDALE 20in. Plain Horizontal Milling 
Machines, table 40in. by !0in., traverses 
20in. by S4in. by 12in., speeds 30 to 615 
r.p.m, 

CINCINNATI 1/12 Automatic Millin: 
Machine, table 35in. by 1!0in., speeds 36 
to 1,500 r.p.m. British built. 


All machines motorised 400-440 volts, 3 phase, 50 cycles, A.C. supply. 
Sole London and South of England agents for BRO 


X Press brakes. 


W.E. NORTON (MACHINE TOOLS) LTD 


GROSVENOR GARDENS HOUSE, GROS¥tNOR GARDENS, LONDON, S.W.! 
Telephone: TATE Gallery 0633-4-5 . 
Showroom & Stores: Bricg* Works, 342 Queenstows # aa Close Chelsea Bridge) Battersea, S.W.1! 


Cables: Norbros, London 


When answering advertisements kindly mention MACHINERY. 
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CRAVEN i8in. double ended Tube Boring 
and Facing Machine. NEW CONDITION. 
Maximum length of hole bored 30fr., 
max. dia. bored 7in., max. dia. of work 
accommodated [8in., ideal machine for 
boring and facing forged high pressure 
vessels. 

ROWLAND Mode! ADD 30in. Horizontal 
Duplex Surface Grinding Machine, discs. 
open |34in., latest type. NEW. 

CHURCHILL No. | Internal Cylinder 
Grinders, !0in. by 20in. planetary throw 
ldin., max. centre spindle to table |2zin., 
min. 44in., table 38in. by !2tin., traverse 
speeds hydraulically variable up co 1 2ft. 
per min. NEW. 

MATRiX Mode! [6G Internal Thread 
Grinder, capacity for threads from jin. to 
2in. diameter 

BROWN & SHARPE Universal Grinders, 
No. 2, I2in. by 30in. capacity, compiete 
internal grinding attachment and steadies. 

HERBERT No. 36 Heavy Duty Duplex 
Miller, working surface of table 57in. by 
I4in., longt!. auto feed 36in., max. distance 
between spindles 22}in. 

*COLONIAL’ Broach Grinder for circular 
broaches, capacity 6in. by 72in. 

HERBERT No. 5 Automatic Chucking 
Lathe, swing I6in. over cross slides, I8}in. 
over bed, stroke of turret !3in., equipment 


ARE YOU LOOKING? "** 


A selection from our 1,500 available tools 


DANIELS 50-ton Upstroking Hydraulic 
Plastic Moulding Press, ram dia. 8in., 
max. stroke of ram I4in., working surface 
of plattens I4in. by {4in., daylight Sin., 
distance between tables 27in.,  self- 
contained pump unit. 


SUNDSTRAND Rigid 20in. Vertical Rotary 
Milling Machine, 18in. dia. table, 44 spindle 
speeds from pick-off gears, 7 to 769 r.p.m., 
distance centre of spindle to column |8in 


CHURCHILL-REDMAN Model ‘/' 28in. 
swing Boring and Facing Lathe, with 
screwcutting, max. spindle to hexagon 
turret 9ft. 


CRAVEN Horizontal Face Miller, working 
surface of table lift. by 2ft. 8in., max 
longtl. traverse of table Iift. 6in., 10 rates 
of feed lin. to 6in. per minute. 12 speeds 
5 to 50 r.p.m. or 10 to 100 r.p.m. H.P. of 
spindle motor 20, of table motor 15, max 
centre of spindle to table |5in 


PRAEHOMA Horizontal Spindle Surface 
Grinders, table 24in. by Bin., with hy- 
draulic feeds. NEW. 

CHURCHILL Mode! BY Hydraulic Cam 
Grinder capacity !0in. by 36in., max. 
swing over cam table 4in., table speeds 
hydraulic up to 180 inches per minute. 


includes combination toolholders, 
head pilot bar and air-operated chucks. 


Telephone: SHOreditch 4814/5. 





over- 


GISHOLT (Foster) Super Finisher, 4in. by 
18in. capacity. 


ALL MOTORS 400-440 volts, 3-phase, 50-cycle SUPPLY 


LITTON’S MACHINE TOOL CO., 


372-378, OLD STREET, LONDON, E.C.1 


MODERN MACHINE 
FROM STOCK 


MALICK & WALKOWS Plain Horizontal 
Mills, table 47}in. by 1t2in., longtl. feed 
26in., cross adjustment 9in., vert. adjust- 
ment I54in. NEW 

ACME-GRIDLEY RPA-6 !2in. swing Chuck- 
ing Automatic, max. length of turning 8in., 
range of spindle speeds 23 to 202 r.p.m., 
travel of toolslide 8in., cross slide 2in. to 
4in. 

GOSS & DeLEEUW 5-spindle 8in. capacity 
Work Rotating Chucking Automatics. 

POTTER & JOHNSON SD Chucking 
Auto swing 25in. over bed, over cross slide 
12in., 20 spindle speeds 16 to 304 r.p.m. 

TAYLOR & CHALLEN Type 44 DP 
Double Action Toggle Drawing Press, 
largest blank admissible !8in. dia., largest 
article I2in. dia. by 33in. deep, deepest 
article B4in. dia. by 74in. deep 

ARCHDALE Bin 
33in. by 133in., 
swivelling head, 
2,000 r.p.m 

REED-PRENTICE No. 6 Vertical Miller, 
table 84in. by 20in., centre of spindle to 
throat 28in., vertical head travel Qin., 
vertical spindle travel I!l}in., max. spindle 
to table 32in., 12 spindle speeds 15 to 
1,500 r.p.m., feeds 0-008in. to 0-280in. 

CHURCHILL Crankshaft 
Machine, capacity 30in. by 90in. 


Miller, table 
sliding and 
98 to 


vertical 
fitted with 
Spindle speeds 


Regrinding 


LTD. 


Telegrams: ‘*Galloon,, Avenue, London’’. 








Blanchard No. 10 Rotary Table 

Surface Grinder. 16in. dia. mag. table. 
10in. dia. cup wheel. Motorised.—-WILCOX & 
CO., Barr Street, Birmingham 19. Northern 
1234/5. 


Victoria Horizontal Mill 30in. 
by 7in. Speeds 15-1,040. 400/3/50. £150. 
—C. DUGARD Lrp., Denmark Villas, Hove 
32471 So RS 5 Ade —__—__—_— | 
Fielding 7hin. By 5ft. S.S. & S.C. 
Lathe, gap, A.G.H., 400/3/50. 1953 


machine. £360.—A. NcNAMARKA & CO., 
New Line, Bacup, Lancs. "Phone: Bacup 046 


Millers. Victoria U2. Vert. Att. 

Slotting att. Univ. dividing head, change 
rotary table, etc. ery little used 
auto cycle, kneeless production 
machine, used for demonstration only. Half 
price... L. THOMAS, Lrp., 18, Park Avenue, 
Solihull 1281. 


24in. Invicta Shaping Machine. 
Model 6MR, as new. 
Lumsden Plough Grinder, capacity 4ft. by 16in. | 
Stirk Planing Machine, capacity 10ft. by | 
2ft. Sin.-Write for list to BOX Z67, Macuinery, | 
Clifton House, Euston Road, N.W.1. 


Dempster, Moore Double Gap 

bed screw cutting centre lathe 7ft 
between centres, 2ft. liin. centre height over 
gap, with belt drive countershaft Further 
details from GENERAL MANAGER, NORTH 
AMPTON CORPORATION TRANSPORT, 
St. James’, Northampton. 


Lang Lathe, S.S. & S.C., 7in. by 

30in. centres. Speeds 37-908 In good 
condition.——-BOX V97S, Macninery, Clifton 
House, Euston Road, N.W.1. 


Woodhouse & Mitchell 369 

Turret Mill, 36in. by Qin. table, power-fed 
table, motorised 400/350. Two months old 
SOUTHERN ENGINEERING & MACHIN 
ERY CO., Connaught. Buildings, Tanners 
Brook, Millbrook, Southampton. Tel.: South- | 
ampton 73101. 


wheels, | 


Olivetti 


HERBERT 


CANAL STREET 


rum Making Plant For Sale. 
All plant for drums with double seamed 
and circumferential welded tops and bottoms, 
welded side seams with tools to suit drums 6in., 
Tin., Sin., 9in., Ilin and 12in dia. and from 
7in. to 16in. high. The plant consists of 18 
machines.—Full specifications and illustrations, 
ete., from F. J. EDWARDS, Liwrrep 
Euston Road, London, N.W.1 


WORKS - NOTTINGHAM - ENGLAND 


359, | 1lin. 


WIDDOWSON & SONS LIMITED 


TELEPHONE 4206! 


Norton Surface Grinder, 6in. by 

ikin. Hydraulic feed to table Machine 
as new BOX Z27, MACHINERY, Clifton House, 
Euston Road, N.W.1 


| Brown & Sharpe, No. 2A Uni- 


versal Miller 
Motorised, 
Street, Birmingham, 19 


A.G.H Tatle 51fin 
WILCOX & CO., 
Northern 1234/5 


by 
Barr 


When answering advertisements kindly mention MACHINERY. 
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PIDGEN BROS. LIMITED 


JZ HELMET ROW, OLD STREET, LONDON, E.C.I. 
Telephone : CLErkenwell 6481 


ALL MACHINES MOTORISED FOR 3 PHASE SUPPLY UNLESS OTHERWISE STATED 







AUTOMATICS GEAR CUTTERS | MILLERS (Horizontal) 
CONOMATIC j 4 Spindle. SYKES HV 14 Hobber. BURNERS Bench. Table 144 x 4. 
INDEX OR/12. fin. capacity. MAXICUT 7in. by 2in. by 6 D.P. U.S. (Whitney Type) Production. 
CLEVELAND Ifin. by I8in. Model B. RAPIDAN No. 14, 2lin. dia. gears. VICTORIA M2. Table 40 = 10. 

CAPSTANS FELLOWS “ Hourglass.” KEMPSMITH No. IG and 2G. 

WARD No.8 Combination. Serial R. GRINDERS (Cylindrical) BROWN & SHARPE No. 12 and 000 Prod. 
TURNER 1/4 A. PRECIMAX MPB 10 by 48. CINCINNATI 08 & 1-18 Prod. 
WARD 2A. and 3A Serial M MYFORD MG. 12. New. BROWN & SHAPRE No. 2 Univ. Light. 
GISHOLT No. 4 Simplified. 2in. cap. PRECIMAX MPH Plain. 10 by 24. CENTEC No. 2. Table !2in. by 34in. 
DRUMMOND Model K, I4in. Bar feed. PRECIMAX U.P.J.-Universal. 12 by 48. SUNDSTRAND No. 00 Rigidmill. 
HILLE R.H. ISgin. Bar feed. NORTON 6 by |I8 Hyd. Type C. BURKE. Table 16 x 34. 
ACCURATOOL jin. Bar feed. NORTON 10 by 36. Type C. ARCHDALE 2Bin. Mfr. and G.P. 
WARNER & SWASEY No.2 lin. Bar feed. GRINDERS (Miscellaneous) CINCINNATI 3-24 Hyd 
HERBERT No. 7 Combination Turret. J. & S. I2in. by 24in. 305 T. & C. HERBERT IS. Table I8in. by Bin 
ACME SW Universal Turret, 2in. bar feed EXCEL T. & C. MILLERS (Vertical) 
LIBBY 4A 2in. bar feed. SCRIVENER No. | C.B. Centreless. RICHMOND VHM. Table 26 x 8 
MURAD iin. bar feed. JONES & SHIPMAN Carbide. VICTORIA V2. Table 40 by 10. 
HAHN & KOLB RH25. lin. bar. Unused. HERBERT HUNT No. 3 & 4 Drill ARCHDALE 30in. Table 48 by 124. 
SOUTHWARK No. 2. I4in. bar feed. GRINDERS (Surface) HERBERT 15S. Table 50 by 103. 

DRILLS Nt ~e 40in. x 18in PRESSES (Power) 

JONES & SHIPMAN 2-sp., ISin., No. 2 M.T ROBOT Is bye BLISS No. 8. 

HERBERT Type V 2 spindle SNOW P y 9. BESCO TVO Bench, 4 ton. 

GRIMSTON Electriska pts op 24in. by Bin. Hyd. O. & S. 30 tons straightening 

DENBIGH 21in. BG. New. ‘ oc eee, BESCO EB4, 40 tons. New. 

JONES & SHIPMAN 15in. Speed Drill-Max aT: TAYLOR & CHALLEN B2, 10 ton. 

HERBERT Type H Junior Pillar. : panty RHODES No. 19. 10 ton. 

CORONA 12AX in. cap. oun VII, Jig. SCHULER VZZ |5 ton d/s gripper feed. 

Y Chusser Tas OTINE RIVETERS 

BOLEY Cluster Type. KEETONA 4ft. x 14G. Power 

ARCHDALE 20in. Mfg HONER . ‘ ROTORIVET No. 5 Hammer. 

ISin. HERBERT Type C, No. 3 M.T TURNER RSS and RHI4/12. 
— eens type LA. SCREWING MACHINES 

ENGRAVERS KEYSEATERS 

OSTER lin.-6in. Pipes No. 326. 
DECKEL | GL. EDGWICK No. I. ATLAS No. 2 3in.-6in. (U d 
T.T.&H. Type. CARTER & WRIGHT No. 2, 24in. by I4in. Dy S ee Poe 
T.M.A. Type G.3. LATHES SHAPERS 
LIENHARD New. All size COLCHESTER MASCOT 8}in. by 6ft. 6in CORBETT 7in. bench. 
T.T.H. Multi Etcher. COLCHESTER Triumph. AMCO 6in. Bench. 
EDWARDS 12in. Spinning NEWEY I4in. 

FILING AND SAWING MACH NES WILLSON 74in. by 3ft., SS. & S.C. TAPPERS 
WICKSTEED 6in. Hacksaw. BRADFORD 8in. S.S. & S.C HULLER No. 2 in. Cap. 

TAYLOR Cutting Off Machine. RYDERMATIC No. 12 Mult Tool SUPERIOR #in. 
EDGWICK Filer. C ONES No. 26. 2 B.A.-jin 
CARDIFF 7in. by 60in. J ° A.-4 
SACRSUEEES Coté to tha. 1. 6 DENHAM 5tin. S.S. & S.C. THIEL Nos. 3 & 4. 
NG IW ING. 0, OM. LE BLOND I lin. by I6in. Prod. J. & S. Electrotap fin. 

FOLDERS SOAG-OXFORD 6¢4in. by 24in. S.S. & S.C. THREAD MILLERS 

BESCO 4ft. x 18 Gauge Cramp. SOUTH BEND Qin. (Workshop), I3in., I4in. FACKS Plain, cap. 3in. by jin. 

BESCO 3ft. x 18 g. No. 5 Angle Bender SMART & BROWN 4in. S.C. REINECKER 8 by 72in. 

BESCO 3ft. x 16g. swing beam. 10in. GLASS 7ft. 6in. b.c. S.S. & S.C. LEES BRADNER Mod. 40. 6}in. H.M. 
KEETONA 4ft. x 14g. cramp. LEBLOND Regal !0in. swing HANSON WHITNEY. 8in. by 40in. 








Two No. 6SP Potter & Johnston 
Chucking Automatics, with self-contained 
LEONARD ROTH motor drive. 15 h.p., 400/3/50, 30in. dia. air- 


operated chuck, 14in. dia. hole and single 
ABBOT STREET, EE & HUNT, 














cross slide.—LE TD., Crocus 
KINGSLAND HIGH STREET, Street, Nottingham. 
DALSTON JUNCTION, at: 2 : pea 3 a : oe New BROADBENT 6ft. Heavy Duty Vertical 
LONDON, E.8 rogress (New) 5E 2in. Capacity Boring and Purning Machine, 6ft. swing, 
a Pillar Drill with Compound Table and admits 7in. dia., 72in. dia. table, 12 speeds 
TERMS ARRANGED coolant Motorised 400/3/50.—SOUTHERN 173/400 r.p.m., six feeds, 20 h.p. driving 
ENGINEERING & MACHINERY ©O., Con motor, 5 h.p. elevating motor, 400-440/3/50 
Tel.: Clissold 0513/4 naught Buildings, Tanners Brook, Millbrook electrics 
enews & muemen T i aa Southampton. Tel.: Southampton 73101 ASQUITH Model SC'5 7ft. Radial Drilling and 
ype No 2 Surface Tapping Machine, on double baseplate, 
Grinder, 18in. by 6in table, automatic , Deara > . rar: Pa No. 5 M.T. spindle, 24 spindle speeds 20-75 
feeds, i4in. by 6in. magnetic chuck. ew Pearson Electro- Hydraulic rpm mebestee for 400 440/3 50 « welen 
£125. 400 Pe ee a, Sen supply. Fitted with box work table 36in 
: . i . ‘ S10, SOS GOUVESy sus, on by 63in. by 20in 
CAPCO Surface Grinder, 18in. by Gin. ' 20in, 
table, 14in. by Gin magnetic chuck. CH a >. M » HEWS (MACHINE 
motorised 400/3/50. £108. OLS), LTp., s 
34, Gladstone Road, VW W 
ATKINS Qin. Ring Surface Grinder, Qin. Croydon, Surrey. THO 7 . ARD LTD. 
—— chuck, motorised 400/3/50. Tel.: Thornton Heath 1783 ALBION WORKS - SHEFFIELD 
75. 
5 . . "Pho 263 ‘Grams: “ Forw Sheffield.”’ 
GUEST isin. by 7in. Plain Cylindrical Phone 26311 Cram Forward Sheffield 
Grinder, motorised 400/3/50, £45 NORMAN E. POTTS (B’HAM) LTO’ Jones & Shipman Universal 
WE HOLD BIG STOCKS OF LATHES. offer ~—— and Cutter Grinder. 440v., 3 phase. 
: an a . an Eat Varner & $ > Yo. ive 
PRESSES. ee ee a CINCINNATI No. 2 Dial Type Vertical Capstan Lathe ” fipestn tok he “a6 Saan 
an Miller. Motorised Feeds 12 to 308. 440v., 3 phase. £200,— 
} , 27 0 SE apste athe - as JUS. +9 8 200. 
PLEASE WRITE FOR LISTS — No, 48E Capstan Lath BOX Z50, Macuvery, Clifton House, Euston 
uc 4 > onc 
SCHULER %0-ton Drawing Press, 40in.-52in bent, 3.3 —— - 
stroke entreless Grinding Machine, 
Herbert Horizontal Broacher. , ¥ ROAD, BIRMINGHAM, 12 C B.S.A. Max. capacity 3in. dia. Electrics 
50in, Stroke. 20 ton cap. A.G.H 2jin 130, MOSELE dies 4003/50 Excellent condition. —-BOX V985, 
dia. screw Mot,.—WILCOX & CO., Barr Street, VIC, 1278. MACHINERY, Clifton House, Euston Road, 
Birmingham 19. NORthern 1234/5. W.1 
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SELECTIONS 


(All machines motorised 400-440/3/50 


LATHES, CAPSTANS AND AUTOS. 
WILLSON 64in. x 36in 8.8. & S.C. Lathe. 
WARD 1A Capstan, B.C. and B.P. 
HERBERT 21) Capstan, B.C. and B.F. 
WARD 10 Combination Turret Lathe 
HERBER No. 8 Combination 
cowsved bed 

No. 6 M.S 


Turret 
Lathe, 
5.L. Multi-Produc- 
tion Lathe. 
T 5A Capstan chucking m/c. 
HERBERT No. 4 Capstans, 4 chucking 
machines. 
5W Turret Lathe, chuck machine 
ERT Model © Capstan, pneumatic 
bar chuck and bar feed. 
WARD 3A Capstans. B/C and B/F 
WARD 2A Capstans, B/C and B/F. 
D.8.G. 13Z MINOR 6tin. by 3lin. 
8.C. Lathe. 


2 M’cs. 


8.8. 


«& 


DRILLS. 
KITCHEN & WADE 32in. 
Sens. 
ARCHDALE Mod 
p/feeds. 
ERT 
p/feeds. 
JONES & SHIPMAN Fig. 
2in. cap., p/feeds 


GRINDERS. 
CINCINNATI No. 2 Tool and Cutter. 
CHURCHILL Mod. H.A.Y. Internal Hyd. 
NEWALL i0in. by 56in. Plain Hyd 
ABRASIVE Mod. 3B Surface, cap 


Radial 3 M.T. 


2220 Pillar. 1fin. cap., 


Type “C”’ Pillar, 1}in. cap., 


921, 30in. Pillar, 


sin. by 
24in. 

CHILL Mod. N.B. Horizontal Surface, 
cap. 6in. by 18in. 


MAIDA Wate “i19s-1196 
EMWARNEERS K KILB-LONDON 


LARGE STOCK OF 
MODERN MACHINE TOOLS 


M.WARD 


FROM OUR 


and overhauled unless otherwise stated) 


SNOW Mod. 0872 Hor. 

hyd. cap. 72in. by 18in. 
PALLAS No. © Surface, cap. 
NEWALL Mod. L.U. 12in. 


Universal. 
IS Type “C”’ 


Mod. B.Y. Hyd. 

Automatic, plain. 

w Vert. Spindle, 

18in. by 6in. (AS NEW 
CHILL Mod. H.C. B. 

Sizing. Internal. 


Spindle Surface, 


14in. 
by 36in 


by 52in 
Hyd. 
S.A. 6in. by 18in 

Hyd. Plain. 
CHURCHILL Angle Head 
Surface, 


Hyd. 


cap. 


Auto 


MILLERS. 


MILWAUKEE Mod. 2HL. Plain. 

KENT-OWEN No. 1/14 Hyd. Plain. 2 m/cs. 

VAN NORMAN No. 2L Plain, table 45in 
by 10in. 
CINNATI Mod 
by 6in. 

HERBERT No. 1 Plain, with auto. feed 

A ALE 20in. Plain, with rapid traverse. 

CINCINNATI 18in. Manfg. Model O.K., 
table 34in. by 12ir 

ARCHDALE i fin. Plain, table 27in. by Sin., 
long. travel 1 4in. 
Type V_ Vert., 

long. travel 28in. 


08 Vert., table 24in. 


table 50in. by 


14in., 


MISCELLANEOUS. 

NOBLE & LUND llin.-i6in. Cold Saw 
T.M.A. Mod. G2 Pantograph Engraving 
Machine 

'VELAND 


mod. 120, 


Rigidhobbers, 
1 machine mod. 


x0. 
MACHINE T 
TOOLS 


I, KILBURN HIGH ROAD 
KILBURN-LONDON'N.W.6 


machines, 





» 
1: 








o. 2c Ward Motorised Bar Feed | 





New & Used Machine Tools. 


ELECTR. léin. cap. 
Column Drilling Machine. 
18) 4 Spindle Drill 
Mot 


EDWARDS ft. 
beam Folder. 
Y & 


Geared 
(New.) 
No. 2 M.T. 


27in. 


by 14g. Universal Swing 


WRIGHT 100-ton Dieing 
Press, modern machine with full equip- 
ment. 

BLISS No. 20 Power Press, 

NORTON Hori. Spindle 
$6in. table with 24in. by Sin. mag. chuck. 

Vertical Mill, sliding/swiv. head, 
table 44in. by 12in., old machine, good 
condition. 
ARD 2A Capstan Lathe, 
chuck, taper turn. 

ER 


T No. 1 Capstan, 
chuck, 
SHAPE-. 


1din. stroke. 
Surface Grinder, 


bar feed, ball 


dead length. 


bar feed. 


Sin. Bench Shaper. 


STRAIGHT & VINES LTD. 


MINT STREET, BOROUGH, 
LONDON, 8.E.1. 
Telephone: HOP 4364. 


| 


Capstan Lathe, Lever chuck, ltin. gap. 
| Swing over bed 13tin., 12 spindle speeds 
48-2,041 r-p.m.. 1956 machine. Excellent | 
condition.—LEE & HUNT, Lrp., Crocus 
| Street, Nottingham. 

Greenwood & Batley Vertical 
Extrusion Press for sale Suitable for 
and tin collapsible tubes. Motorised 
415/3/50 with dies, punches and rams for {in., 
lin., lfin. collapsible tubes. Max. pressure 
300 tons Max. dia. of tube, lead 3iin., tin 
2tin Overall length of tube 15in.—Photo 
F. J. EDWARDS, Limrrep, 359, Euston Poad, 
London, N.W.1. 


lead 


Drill, motorised 400/3/50 IN STOCK 
for your inspection. — JAMES W. CARR & CO., 
Lyrp., 7-15, Rosebery Avenue, E.C.1 "Phone 
TERminus 8866 (P.B.E 


Bene 6ft. x 14G. Guillotine, 
490/3/50.—HICKS MACHINERY, Lrp 
26, Addison Place. London, W.11. Tel.: PARK 


2433 


16A. Capacity 16in. dia 
Fully motorised 
BOX 247, MACHINERY, 
| Road, N.W.1. 


by 13in 
good working 
Clifton House, 


stroke 
order 
Euston 


Milling 
motorised 
EERING 
Buildings, 


M: uc hine, table 32in 
400/3/50.— SOUTHERN ENGIN- 
«& M \ HINERY ©O., Connaught 
Tanners Brook, Millbrook, South 


by 1lin., 











ampton. ‘Tel.: Southampton 73101 


When answering advertisements kindly mention 


New Richmond SR2 36in. Radial 


Hole and Face Grinder, Bryant | 


. H. Jones No. 55 (New) Vertical | 


June 27, 


DRILLING MACHINES 
DENBIGH iiin. Cap. Kall Bearing 
Drill. Motorised. 
UNION P.D.8. jin 
Motorised. 
PROGRESS No. 1 
Motorised 
FOBCO }in. Cap 
SOAG ft. 
Motorised. 
BAKER No. 
Motorised, 
RBERT 2 
1 spindle 


Pillar 


Cap. Pillar Drill 


tin. Cap. Bench Drill. 
Sench Drill 


Motorised 
Radial Drill, No M.T. 


4 
314 Column Drill, No. 5 M.T. 


Power 
Motorised 


Spindle to 
2M 


No 
CAPSTANS 
MURAD fin. Capstan, 

Motorised 
ATLAS lin. Capstan, 


ised. 
HERBERT No. 4 

Chucking 
WARD No 


ised. 
HERBERT 2S Capstan. 
Motorised 
WARD 3A 
Motorised 
HERBERT 21D (‘apstan 
D.L.C. and B.F Motorised. 
HERBERT 25 (apstan Flamard 
D.L.C, and B.F. Motorised 
VARIOUS 
SCRIVENER No Centreless Grinder. 
Motorised. 
No. 4 NORTON 
throat 
Motorised Machines 
otherwise stated 
short notice 


MACHINE TOOL REBUILDING 


We Rebuild Machine Tools to Makers Limits 
with Beds and Slides Ground Special- 
Purpose Machines built to specifications. 


|THE SURPLUS MACHINERY & 


| STORES CLEARING HOUSE LTD. 
Empire Works, 108, East Hill, 
Wandsworth, London, 3.wW.i8. 

Vandyke 2266 

Wandsurp. Put 


Drill 
1 


B.F. and collets 


ball chuck. Motor 

Capstan Cl 
With motor 

7 Chucking Capstan 


tray, 
Motor 
D.L.C. and B.F 


Capstan Air chucking 


Flamard bed, 


bed, 


D.B. Fly Press, 10in. 
are for 400/3/50 unless 


and can be seen running at 


"Phone: 
“Grams: * 


oma ym” 
\OMvec, tn, oft. Radial Drill, Low 


] base, 4in. cap. 400/3/50.—C. DUGARD, 
Lr . Denmark Villas, og 32471 


“Herbert No. 4, All Geared He: ad 

Capstan Lathe. 2in. capacity, dead ‘Teng rth 
| chuck. Bar feed. 1944 manf., M/d 400/3/50 
ALBERT EDWARDS (MACHINERY), “Lap ' 
79/89, Pentonville Road, London, N.1. "Phone 
TERminus 0167/8/9 


600 


FIVE 25 kVA air-operated Spot 
Welders by SCIAKY, 415/: 


or repeat spotting, 14in. reach, 
cathode timers 


15 KVA units also available 
All for prompt delivery. 


GEORGE COHEN SONS 
& CO., LTD. 


WOOD LANE, LONDON, W.12. 

Tel.: Shepherds Bush 2070, and 

STANNINGLEY, NR. LEEDS. 
Tel.: Pudsey 2241. 





0, single 
with cold 


Several 











Semi- 
BOX Z2, 
Euston Road, 


Johnson 
Lathe 
House 


Potter & 
Automatic Turret 
Clifton 


| 5D 
MACHINERY, 
N.W.1. 


MACHINERY. 
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AT LAST! 


No. 4 CINCINNATI Dial Type Plain Miller. 
16 spindle speeds 18-450 r.p.m. Dual con- 
trol. Longitudinal feed 42in. Power feeds 
and rapids. 3arbors. Overhauled. £1,650 

No. 2M CINCINNATI Vertical Miller. Tabie 
49in. by lOhin. 12 spindle speeds 31-660 
r.p.m. Longitudinal feed 28in. Power feeds 
and rapids £725 

No. 2 CINCINNATI Dia! Type Plain Miller. 
Table 52in. by 12in. 16 speeds 20-500 r.p.m. 
Longitudinal feed 28in. Power feeds and 
rapids. £675 

25 R.V.M. KENDALL & GENT Vertical 
Miller. Kneeless type. Combined circular | 
and rectangular table 48in. by 20in. Circular 
table 22in. Speeds 25-375 r.p.m. Power 
feeds and rapids. Swivelling head. £750 

50in. by 12in. VARNAMO Universal Milier. 
Speeds 30-1400 r.p.m. Power feeds and 
rapids. Longitudinal feed 3itin. New. | 

£1,350 

No. | KEARNS Horizontal Boring and Facing | 
Machine. Patent. Spindle 2tin. diameter 
Facing maximum 24in. Traverse of spindle 
36in. Speeds 10-600 r.p.m. With equip- 
ment. Overhauled. Modern machine. 


DIMCO (Gt. Britain) LTD., 
415-417, OXFORD STREET 
LONDON, W.!. 

Tel: Mayfair 1585. 





G. M. BUCKINGHAM LTD. 


New Machines for 
delivery ex-stock 


LATHES 
COLCHESTER Sin. Chipmaster, 6in. 
Student, 6$in. Master, 7¢in. Triumph 
and 84in. Mascot. 
WILLSON 6fin. Mark |, 7¢in. Newel 
and Mark V, and 84in. Pitei. 
CARDIFF 7tin. to Ilin., various bed 
lengths. 


MILLING MACHINES 
VICTORIA Omnimils, Models 0! and 
02, both with Hilger and Watts 
Optics. 
Also all other Victoria Universal and 
Vertical Models. 
DENBIGH Mode! C4 semi-Universal, 


46in. x 10in. 
RICHMOND H.-S. Turret Mill. 


SHAPING MACHINES 
NEW INVICTA “ Major” Shapers, 
30in. and 24in., with swivel table and 
auto downfeed. 
Also other standard INVICTA and 
ALBA Moscels, !Oin. to 24in. 


DRILLING MACHINES 

RICHMOND 4fct. 6in. Radial Drill, 
Model HB3/12, 2in. cap. with coolant 
equipment. 

RICHMOND 36in. Radial Drill, Model 
SR2, Ifin. cap. with power elevation 
and coolant equipment. 

PROGRESS 5E 2in. cap. Pedestal Drill. 

PROGRESS 4E | ain. cap. Pedestal Drill. 


GRINDING MACHINES 


MYFORD MGI2 Cylindrical Grinder, 
cap. Sin. by I2in 
EXCEL Model 3/12 Hydraulic Surface 
Grinder, 24in. by 8in. 


8, Clarendon Ave., Leamington Spa. 
Telephone 1215 





A PRECISION 
SURFACING 
AND BORING 
ATTACHMENT 
ADJUSTABLE 
WHILST IN 
MOTION 


IN 3 SIZES 


Capacities : 6in., 10in. and I4in. diameter facing 


"ANDREA 


PATENT 
UNIVERSAL BORING FACING & TURNING ATTACHMENT 
Direct reading to 0-0005in., hand and two rates auto feed, 
automatic stop, all for operation whilst rotating. 


Fits any Jig Borer, Horizontal or Vertical Miller, 
Borer, Drilling Machine, etc. 


SOLE AGENTS: 
HERBERT WIDDOWSON & SONS LTD 
CANAL STREET WORKS NOTTINGHAM 





Horizontal 








PHONE: NOTTINGHAM 4206! (3 LINES) 

‘Victoria | (New) U2 Universal end No- 3 Kendall & Gent Motorised 

and V2 Vertical Milling Machines, motorised Horizontal Broaching Machine, 50in. 
400/3/50.—SOUTHERN ENGINEERING & | Stroke. Broaches up to 8in. squares from 
MACHINERY CO., Connaught Buildings, | fund, four cutting speeds. Constant quick- 
‘ Tanners Brook, Millbrook, Southampton Tel return. LEE « HUNT, Crocus Street, 
Southampton 73101. Nottingham 

SALES ENTERPRISE LTD. 
Official Stockists 
for 
.....-K. & T. MILWAUKEE MILLING MACHINES 
Ex Stock 


2CE Vertical Miller, table size 52in. by !2in. with rapid traverse in all directions, 
16 spindle speeds 30 to |,575 r.p.m., motorised 400-440 volts, 3-phase, 50 cycles. 
2CE Universal Miller, table size S2in. by |2in., with rapid traverse in all directions, 
16 spindle speeds 25 to 1,300 r.p.m., motorised 400-440 volts, 3-phase, 50 cycles. 


274 Manchester Road, Audenshaw, MANCHESTER 
Phone : DRO. 1335/6 
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RQUHAR 


USED LATE TYPE MACHINES 


LATHES 
LANG, Late Type Sin. centre by 54in., in gap, 
28in, Norton F Box, Camlock Nose, 
heavy duty, motorised. 
LE BLOND, Regal A.G.H. 
mectceied. 
7tin. by 40in., gap bed, motorised. 
BERRY AG. H., 64in. centre by 32in., in gap 
26in., moto 
7tin. by 42in. by 25in. gap, A.G.H., 


motorised. 
CUB Lathe, 6in. by 24in., A.G.H, 
mot. 415/3/50. 


CAPSTANS AND AUTOS 
WICKMAN Autos, Vinco model, cap. 
£ 


motorised. 95 

WARD 7 AGH. 
etc. Motorised. 

WARD iA Capstans, lin. collet cap. H.S. 
range up to 4,130 r.p.m_ Ball chuck, bar 
feed, mot. coolant pump, 400-440/3/50 A.C. 

T 15 Capstans, jin. collet cap. Draw- 
in collet and bar feed, 16 speeds 18/4,020 r.p.im, 
Hand feed turret and cross slide. Mot. 
coolant pump, 415/3/50. 

HERBERT No. © Capstans, tin. cap. Dead 
length air chucks, 12 speeds 93/6,000 r.p.m., 
mot. coolant pump, 415/3/50. 

BOLEY LEINEN Precision Capstan. 
8.R.26. Collet cap. lin., mot. 415/3/5¢ 


MILLING MACHINES 

WADKIN High-speed Vert. Mill, table 12in 
36in., mot. 415/3/50. 

Engraver, ratio 0-0 to 20-1, 

ARCHDALE 23in., table 49in. by 13in., 


ARCHDALE 20in. Horizontal. Table 40in. by 
10in. Dial type speed change 30 to 615 r.p.m. 
Dial feed. Mot. 415/3/50. 

18in. High-speed Vertical WB30. 
Table 34in. by 10in., 6 speeds 500/2,000 r.p.m. 
Mot. 415/3/50. 


GRINDING MACHINES 


ABRASIVE Surface, No. 3, motorised. 

CHURCHILL Hyd. Vert. Surface (plough), 
segmental wheel isin. 
chuck, 12in. by 36in., 


6tin. by 26in., 


4mm., 


Bar feed, ball chuck, 


eee 


by 


mot 
mot. in 


cap. 18in. by 36in., 
dia. Humphrey mag. 
mot. 415/3/50. 

LANDIS Hydraulic Cylindrical Grinder, 
by 48in., mot., reconditioned. 

NEWAL Hydraulic Cylindrical Grinder 
by 24in., mot. 

SNOW P.24 Surface Grinder. Cap. 2 
Hydraulic variable feed to table, 
10in., mot. 400/3/50 A.C. 

K:S. Internal Grinder, 4in. to ifin. dia., int. 
cap. Power feed to table, auto. sizing feeds, 
mot. 415/3/50. Late type machine, ex. con 

Automatic Hydraulic Cylindrical 
Grinder. Type K4/1200, l4in. swing by 
48in. between centres. Plunge cut. Mot. 

415/3/50. 


SHAPING MACHINES 
BERRY i4in. Shaper, gearbox drive, mot 
PRATT & WHITNEY Siotter, 5tin. 


12in. 
i2in. 


4in, by 8in. 
wheel dia. 


stroke, 
tilting ram. 


PRESSES AND SHEET METAL, ETC. 
RHODES Fluifeed Hydraulic Guillotine, 6ft. by 
14ft. Gauge, Micro stops. 
FROST Universal Bender, Swing Beam 
14 gauge, motorised. 
THERMIC Muffle Furnace, 15in. by 24in. 
12in., gas heated pyrometer 1,000 deg. ©. 
T. & C. Blt and B2, motorised. 
RHODES 40 ton inc., motorised. 
BLISS No. 8, late type. motorised. £100. 
BLISS 69N Double Action, 18 ton, motorised. 
BESCO Nibbier, ¢in. cap. throat 45in., mot. 
415/3/50, 


WILLIAM URQUHART 
Head Office:— 
1023, Garratt Lane, London, S.W.17 
Showrooms :— 
Ace Works, Plough Lane, Tooting, S.W.17 
*Phone: WIMbiedon 6341 


. 6ft. by 


by 


| capacity Bar Capstan Lathes. 
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C.V.A. No. 79 Vertical — 
Machine Table 19” x 7”. 
Power Feed, Swivelling Head, 
Traverse of Table 12”. Motorised 
400/3/50. 


THE SURPLUS MACHINERY & 
STORES CLEARING HOUSE LTD. 
108 East Hill, Wandsworth, 
London, S.W.18 


Phone: Vandyke 3266-7-8 











Herbert No. 4 tifin. Capacity, 

Ward 2A, 1tin. capacity, and Atlas lin. 
Herbert 2?in. 
capacity Bar Turret Lathe Gisholt No. 4 
Simplitied Chucking Capstan Lathe All 
100/3/50.—HICKS MACHINERY, Lrp., 26 
Addison Place, London, W.11. Tel.: PARK 
2333 


HIGH CLASS 
LATHES 


IN STOCK 


12iin. BROADBENT 
Model 124. Vee-belt motor drive, 
Norton type gearbox, dial indicator, height 
of centres 12jin., swing over saddle 19in., 
swing in gap 47in. by 15in., admits between 
centres 3ft. 6in., spindle bore 3fin., 12 spindle 
speeds from 6.7 to 230 r.p.m.; b.p. motor 124. 

144in. BROADBENT as above), height of 
centres 144in., swing over saddle 2lin., swing 
in gap 50in, by 15in., admits between centres 
7ft. 6in., spindle bore 34in., 12 spindle speeds 
from 5.5 to 204 r.p.m.; h.p. motor 15. 

l6tin. CRAVEN &.s. & Si Lathe, 
drive, vee bed, two saddles with T.T.A., 
power traverse, admits between centres 
b.p. motor 15. 

24in. MONARCH (Cieared Head 
Lathe, type CM, with roller bearing 
stock, Vee-belt motor drive, 
with compound slide rests with quick power 
traverse, taper turning attac hments, swing 
over bed 27tin., swing over carriage 14in., 
between centres 24ft., 16 spindle speeds from 
1.5 to 68 r.p.m. (can be increased), spindle 
bore 2 fin.; h.p. motor 15. 

i4in. SWIFT 128V5 Surfacing and 
Lathe, with Vee-belt motor drive, 
Norton type ge arbox, 


S.S. x 5.( 


Lathe. 
gap bed, 


motor 
rapid 
2aft.; 
SS. & Sf 

head 
two carriages 


Boring 
gap bed, 
height of centres 12in., 

swing over bed 28in., swing over saddle 

17 4in., swing in gap 48in. by 18in., 18 spindle 

speeds from 4 to 230 r.p.m.; h.p. motor 15 
15}in. SC D Super-Express Lathe. 

Type YDE, 15fin. height of centres, between 

centres 10ft., with automatic controller, 

speed range from 20 to 600 r.p.m., swing over 
bed 344in., swing over saddle 22in 
18in LE BLOND Heavy Duty 8.8. & 5. 
two saddles with T.T.A., swing 
36in., admits between centres 

motor 2 
304in HARVEY Long 

D.C. motor drive through variable-speed 

headstock, two saddles with rapid power 

traverse by separate motors, swing over bed 
61lin., swing over saddles 45in., spindle speeds 
from 1.2 to 30.5 r.p.m., 3-shear bed, 54in. 
wide, dia. faceplate 74in 

32in. HARVEY Break Drum Lathe 
bed, D.C. motor drive and 
headstock, swing in gap ft 
65in., swing over saddle 51lin., admits between 
centres (gap fully opened) 25ft., speed range 

0.75-38.5 r.p.m. 


INSPECTION 


Lathe, 
over bed 
26ft.; bop. 


Bed 8.8. & S.C. Lathe, 


. With sliding 
variable-speed 
, Swing over bed 


INVITED 





| It’s Cheaper to Buy Now | 





Full details from 


SOAG MACHINE TOOLS LTD., 
JUXON STREET, LAMBETH, LONDON, S.E.11 
Phone: RELiance 7201. 


"Grams: “ Sotoolsag,’’ London, 8.E.11 


When answering advertisements kindly mention 


NEW MACHINE TOOLS 
FROM STOCK 


CEN 


GRANOR OF HALIFAX 
Lathe by &ft. Oin. b.c 
Sin. dia. 400-440/3/50 


MITCHELL OF KEIGHLEY 
Bed Lathe by*5ft. 5in. b.c. 400-440/3/50. 


EXCEL No. 3/12 Hydraulic Horizontal 
Spindle Surface Grinding Machine. Cap- 
acity 24in. by Sin Coolant equipment. 
Motorised 400-440/3/50. 


VICTORIA V2 Vertical 
Spindle speeds 
45in. by 1lin. 
400-440/3/50. 


llin. Gap Bed 
Hole in spindle 


10¢in. Gap 


Milling Machine. 
32-1,050 r.p.m Table 
Table traverse 29}in. 


NEW MACHINE TOOLS— 
" EARLY DELIVERY 


MITCHELL OF KEIGHLEY 8}in. Gap Bed 
Lathe by 5ft. 3in. b.c. 400-440/3/50. 


MITCHELL OF KEIGHLEY 12}in. Gap Bed 

Lathe by 6ft. 9in b.c. 400-440/3/50. 
VICTORIA U2 Universal Milling Machine. 
Spindle speeds 30-1,010 r.p.m. Table 
45in. by 1lilin. Longitudinal traverse 
30in. 400-440/3/50 


USED MACHINE TOOLS 


NORTON Horizontal Spindle Hydraulic 
Surface Grinding Machine, with hydraulic 
cross feed head. Capacity 48in. by 10in. 
Complete with D.C. magnetic chuck and 
generator. Coolant pump and fittings. 
400-440/3/50. 


HERBERT No 4 Capstan Lathe, with draw- 
back collet, and power feed to turret 
slide. 400-440/3/50 

NEWALL Hydraulic “ XL” 
Plain Grinding Machine. 

NEWALL Type L 
Grinding Machine. 400-440/3/50 


LE BLOND A.G.H. 8. & 8. Lathe, 
dia. swing. 400-440/3/50. 


6in. by 18in. 
400-440/3/50. 


10in. by 24in. Plain 

15in. 

HULLER ve 5 Vertical Tapping Machine. 
400-440/3/5 


LLARD 21A Single Spindle 
Production Drilling Machine. 


CLIFTON & BAIRD 3vin. 
Sawing Machine 


Vertical 


a Cold 
400-440/3 


WICKSTEED Hydraulic 
Machine. 


ARCHDALE i8in. 
Milling Machine. 
Spindle speeds 
440/3/50. 


28in. 


Cold Sawing 
400-440/3/50 


High Speed Vertical 
Table size 38in. by 10in. 
79-2,000 r.p.m. 400- 


WE UNDERTAKE REBUILDING 
ALL TYPES OF MACHINE 


OF 
TOOLS. 


CENTAUR TOOL WORKS, 


EYRE STREET, SPRING HILL, 
BIRMINGHAM, 18, 


Tel.: EDGbaston 


1118 & 1119 Capstan, Birmingham. 
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TATE 


MILLING MACHINES 
VICTORIA Model V.2 45in. by Ilin 
Vertical (Power feeds to knee all ways). 


Two CINCINNATI 4-36 Plain Hydro- 
matic Serial Nos. 4009/1 and 4012/1 


(1942). 
ACME GRIDLEY lin. cap. six spindle HERBERT No. 7 Combination Turret ARCHDALE 24in. Production Autocycie 
bar auto. Bar feed, collets, tooling and Lathe Screwcutting. 2+Hin. hollow (1946) 
live spindle spindle. || RICHMOND O! Plain 30in. by 8in. with 
| Vertical Head 
HERBERT Junior Chucking Auto. Very = WERBERT 2! Combination Turret Lathe PALLAS HO Plain 30in. by Bin. with 
well equipped. 34in. swing. 7iin. hollow spindle. Vertical Head. 
FISCHER K.D.M. 11/70 Copying Lathe Screwcutting and taperturning. a HOO Plain 22in. by 74in. Hand 
Automatic. 1954 machine 
. HILLE leadscrew Type Thread Miller 
HERBERT No. 4 Capstan A.G.H. eight Well equipped. First-class condition CINCINNATI Pai pong _ 
speeds. 30 to 750 r.p.m. Covered bed . > 4 
CHURCHILL-REDMAN I[S5in. C.H. by INES 
“s GRINDING MACH 
BROWN & SHARPE No. 2 Universal 7ft. 6in. b.c Heavy Duty S.S. & S.C 
Grinder. l4fin. swing by 28in. b.c Gap Bed Lathe 54in. swing in gap. —— yi arerey HW _— _— Bin 
\ # \ y 22in. Universal (nearly new). 
Well equipped. First-class condition. Stin. H/Spindle JONES SHIPMAN Fig. 138, Universal 
PILKINGTON 5-cwt. Air-operated LANG [S5in. by |5ft. $.S. & S.C. Lathe 10in. by 27in. (1948). 
Power Hammer. Almost new JONES SHIPMAN Fig. 540, !8in. by 6in. 
ARCHDALE 24in. and 30in. Vertical Surface, Chuck and Coolant (1954). 
MILWAUKEE 2 C.F. Horizontal Miller 
Vertical and slotting heads. Speeds to Millers. gy wn Pte _ an din. Int. and 
2,000 r.p.m. Asnew. 1954 machine. HERBERT 5 S. Vertical Miller MYFORD MGI? Sin. by I2in. Int. and 
1952 BIERNATZKI Heavy Duty Hori- External (one year old). 
zontal Miller. Speeds 29 to 1,500 r.p.m SIGRNATZKS V2 Vertical Miller SEASTRAND !Oin. by Sin. Vertical Surface 
Quick power all ways As new con- PLANERS 6ft. by 2ft. 6in. by 2ft. 6in (similar Excel No. |) £75 
dition Planer. LUMSDEN 70 LEOD Vert. Spindle, 
48in. by I2in. Hydraulic with Chuck- 


coolant. 

CENTRE LATHES 
HARRISON 7in. Lathe 4225 
THE MIDLAND MACHINE TOOL CO. | | cstenestin 9. Testor tne 
MITCHELL 6tin. by 60in. Lathe (1952). 
a OF KEIGHLEY 8}in. 


Unless otherwise stated all above motorised 400 3 50 











BRADLEY, BILSTON, STAFFS. Bilston 41953 4ft. 6in 
LANG /0in. by 3ft. 6in. Heavy Duty Centre 
Lathe 
CROWTHORN 7in. Lathe. £125 
dient e : aaa SMALLPEICE 6WSL Multi-cut Lathe 
CARDIFF 7in. Lathe (1952). £245 
| WILLSON /7}in. * Newel” 4225 
HARRY KIRK CAPSTAN LATHES 
| | § MURAD lin. Capstan (unused) 
“es — Stonteg, geetern SIMMONS If{in. Capstan. £95 


SHEET METAL 
BESCO 4ft. by 16 s.w.g. Guillotine £85 


KEARNS No. 2 HORIZONTAL BORING, 
MILL tat DRILLING AND FACING 





MACHINE, 3in. sliding spindle, 30in. dia. 

a ing « apac ity. Size of top table 4sin. AUTOMATICS 

vy din. ACME-GRIDLEY, 
VIFT iit. RADIAL | DRILLING | i ee ate 4 
MACHINE. Elevating arm, box table. ‘ 

BROWN & SHARPE HORIZONTAL I¢in. Working as taken in part oneness 
SPINDLE SURFACE GRINDING n from—each a 
MACHINE. Capacity 18in, by Gin. AVE CAPACITY AVAILABLE SAWS 

BONG LATHE opens Sane FOR REBUILDING MACHINE GROB Type 614 Bandsaw with Brazing £85 

yore UNIVERSAL MIL- TOOLS UP TO A CAPACITY BORING 
ATT & WHITNEY i2in. STROKE || OF 30 TONS. DICKINSON Horizontal Borer 3in. 

LOTTING MACHINE. ‘Tilting Trav. sp. No. 5 M.T. 45in. by 28in. main 

MODERN aa AL PROFIL E GRIND- r table 10 h.p. Motor (will take facing 
ING MACHINE. INVITE ENQUIRIES FOR head). This machine is in good con- 

LANG JUNIOR CENTRE LATHE. Capa- dition and ready to be put to immediate 
city 64in. centre height by 30in. between THIS CLASS OF WORK use. Weight 9,000 Ibs. 

cnn. eepeas HRAVY DUTY AT THE FOLLOWING JONES SHIPMAN | jin. Sensitive Pillar 

‘ b A £60 
SHAPING MACHINE, 24in. stroke, ADDRESS — 
swivelling vice, 10 h.p. motor. IMustrations of each of above freely available 
UTLER sin. STROKE SLOTTING | Secondhand machines offered on 7 days 
MACHINE, with tilting table * approval by arrangement. 

B.S.A. 9in. SINGLE SPINDLE CHUCKING | Open Saturday Morning. 
AUTOMATIC. Complete with air- 


operated chuck. eae Peet 
KHCHEN & "Wape venvicar tT 1 ‘The Newall Used || TATE MACHINE TOOL 

Compound table. mes hs. co LTD 
KITCHEN | & WADE HEAVY DUTY e eee . “5 

ELAR DRILL. No.6 Mone, seeds 1/1 Machine Division ¢. NORTH END PARADE, 
CHURCHI 


OPPOSITE OLYMPIA, 




















LL 12in. by 36in. UNIVERSAL LONDON, W.14 

HYDRAULIC GRINDING MACHINE. ee 

Oundle Road Works, Putharn 68621415. 

ae Sa eee ORTON LONGUEVILLE 
| I ) . . 

HARRY KIRK PETERBOROUGH, Harrison (New) Ilin. Swing 
ENGINEERING LTD. uel B.S. & = a Bed a pean ~~ 
vetweer centres Motorimec wea ob wo 
BRANDON ROAD WORKS. BRANDON | Telephone 6116 alate: SOUTHERN. ENCINERIING “é 
NER . onnaught Buildings, 
"Phone : WALSGRAVE-ON-SOWE 2213/4 |‘Tanners Brook, Millbrook, Southampton. 








Tel.: Southampton 73101. 


When answering advertisements kindly mention MACHINERY. 
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C.V.A. ey 8 Automatic. 
B.S.A. y i 
1 A ry 








B.S.A. 

WARD | 2A Capstan 

HERBERT is. 48S and No. 4 Pre-optive | 

WARNER & SWASEY No. 2 and No. 3 
tans. 

E.H.J. No. 13 Filin 
SN 


PALLA: °. face Grinder. 
SNOW T.14 


and 20in. 
Grinder. 
ay + ae HBY 10in. x 24in. 


CHURCHILL HDY Internal Grinder. 
PRECIMAX I0in. x 48in. Plain Grinder. 


NORTON i8in. x 6in. Surface Grinder. | 


© Surface Grinder. 
ABWOOD Surface Grinder. 
WOTAN Internal Grinder. 
MAXNOVA Profilomatic Type B Copying 


in. x 30in. Lathe. 
LBROOK S.C. Bin. 
CHURCHILL-REDMAN fin. x 
- Gap Bed Lathe. 
SOUTHBEND 
LEBLOND Bin. 


in. may re 4 ane. 
entre La 


LODGE & SHIPLEY !2in. S. ‘. “< S.C. Lathe. | 


PROGRESSIVE Bin. S.S. & S.C. Gap Bed | 
Centre Lathe. 
D.s. & ya Tin. A.G.H. Straight Bed S.S. & 


S.C. Lathes. 
eran 3/36 Hydromatic Duplex | 


CINCINNATI 2M Vertical Mill. 
MILWAUKEE 2K Vertical Mill. 
C.V.A. No. 79 Vertical Mill. 
CINCINNATI 1/18 Production Mill. 
Ganhare an No. | Speedmil. 
MANN 4102 Production Mills. 
FRITZ WERNER Production Mills. 
HILLE Thread Mill. 

HOLROYD Thread Mill. 
VICTORIA 2M Horizontal! Mill. 


All Machines motorised 400-440/3/50 unless 
rwise stated. 


E-HJONES 
(MACHINE TOOLS) LTD) 


48, HIGH ST. EDGWARE, MIDDX 
Telephone: EDGware 4488 
BIRMINGHAM: MIBLAND 5593 





erbert No. 7 Junior Combina- | 


tion Turret Lathe, 2 }in. 
motorised 400/3/50.—-SOUTHE 
EERING & MACHINERY CO., ¢ onnaught 
Buildings, Tanners Brook, Millbrook, South- 
ampton. Tel.: Southampton 73101 


Progress 7}in. All Geared Head 
Centre Lathe 42in, between 
Speeds to 750 r.p.m. M/d 400/3/50.- 
EDWARDS (MACHINERY), 
Pentonville Road, London, 
TERminus 0167/8/9. 


hollow spindle, 
RN 


ALBERT 
LTD., 


N.1. r hone: 


650 Ton Double Action Drawing 


Press by Lake Erie. Bed 70in. by 90in. 
450 Ton Punch. 160 Ton Blankholder with 
cushion and self-contained Pump Unit. 
REED BROTHERS (ENGINEERING 
Replant Works, 
Woolwich Industrial Estate, 
London, 8.E.1 
‘Telephone: Woolwich 7611/6 


. L€D., 


Norton Openside Surface Grind- 

ing Machine 15in. by 15in. by &ft. 
capacity, working surface of table 15in. by sft. 
Grinding wheel 14in. dia. by 6in. face, hori- 
zontal spindle. Magnetic chuck Isin. by &ft. 
Maximum capacity 8ft. by 20in. wide by 15in. 
A.C. Motorised 400/3/50.—H 
New Spring Street, Birmingham 18. 
5795. 


CENtral 


and Sawing Machine. | 
Table Surface | 
Plain | 


x 36in. —_ | 


GIN: | 


centres, | 


79/89, | 


BYWATER, | 


MACHINERY 
Classified Advertisements (PLANT FOR SALE, contd.) 


} 


| 
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BARHOPE Power Operated Double 
Open Ended Guillotine Shearing Machine. 
| Overcrank type. Arranged motor drive for 
400/3/50. Capacity mild steel 4ft. by jin. 
Gap in open ends 6jin. Treadle 
clutch. Weight approximately 
BESCO Heavy Universal Edging, 
Folding Machine. Capacity 
16 gauge, fitted with centre supporting leg 
to strengthen bottom bed. An angle stop is 
also fitted for repetition work. Machine is 
complete with one sharp edge blade 
Blades are quickly interchangeable. 
adjustable back gauge is also 
Weight of machine about 3,100 Ib. 
STEVENS & BULLIV No. 
Rotary Cold Swaging Machine. 
motor drive for 400/3/50. 
steel solid ¥in., 
| approximately 
| TAYLOR A 
Double Sided, Double 
Drawing Press. 


} 


50 cwt. 
Bending and 
Sft. 2in. by 


An 


Arranged 
Capacity: mild 
mild steel tube gin. Weight 
7 cwt. 

No. 3GDP 
Action, Cam 
Arranged motor drive 
400-440/3/50 Punch stroke approximately 
7in. Blankholder stroke approximately 34in 
Between uprights 20}in Tee-slotted bed 
18in. by 15 in. Weight approximately 
51 ewt. 


| BLISS No. 


Geared, 
Action 


822 Automatic Strip Feed Power 
Press, with twin lid curling and stacker 
attachment. Complete with double blanking 
and forming tools for 3in. diameter can ends 
Self-contained vacuum pump to strip feed 
Arranged motor drive for 400/3/50. Fitted 
with detachable Pressure 
exerted approximately 40 tons Stroke 
3tin. Maximum length of strip 38in. Size 
of bed 29%in. by 174in. Weight approximately 
5 tons 6 cwt. 

BESCO Size 6G 
Swaging, 
Machine. 


front tie bars. 


Hand Operated Geared Universal 
Wiring, Jennying and Closing 
Fitted with guard over gearing and 
adjustable gauges. With 12 pairs of rolls. 
Capacity mild steel 18 s.w.g. Weight 
approximately 220 Ib. 

Photographs of the — -. available. 

MACHINE TOOLS, NEV ND USED, 

Of Every Description. Attra tive Prices. 


F. J. EDWARDS LTD. 


359-361, Nong RD., LONDON, N.W.! 
Telephone : EUSTON 4681-3771. 
| And at Lansdowne House, 4!, 


Water St., 
Birmingham, 3. Te 


lephone : Central 7606-8 





EX STOCK 
New MODERN 2C Capstans, Ijin. bar 
feed. 


Used WARD IA Capstan, lin. bar feed. 
New CHIPMASTER 5 x 20 High Speed 
Precision Lathes. 
New STUDENT 6 x 24 Lathes. 
New WILLSON 7tiin. Mark V Lathe. 
New PROGRESS 4E Pillar Drill, Ijin. 
New Q. & S. Pillar Drill, t}in. 
— a. ue. S. (Kerry) Radial Drill, 
ft. » 
New RICHMOND Radial Drill, 4ft. 
x lin. 
Selection of Bench and Pillar 
Drills, tin. to ttin. 
New SMART & BROWN * —umea 
Lathes, Models M.L. and SAB 
New SENIOR Horizontal fitters: Mi. 
New DENBIGH Horizontal Millers, 
C4. Latest variable feed. 
New E.H.J.55 Vertical Miller. 


C. H. JOYCE LTD 


32-40, Monkton St. (Kennington), 
London, S.E.I1. 
RELiance 1437-9. 

Many other machines of various 


types available also, please ask for 
Stock list. 











mere Edwatds nae 
Geared 

operated | 

only. | 


supplied. | 


4 Motorised | 


j 


June 27, 1958 





H. BELL ("cos") LTD 


Offer from stock : 

HERBERT 3A Seting 
Speeds to 500 r.p 

FARMER NORTON 4in. Centreless Bar 
Turning Machines. With various cutter 
heads, in and out feed bar carriers, etc. 

KEARNS Mode! OA Horizontal Borer. 
Vernier scales for rise and fall of head and 
cross traverse of table. 

POLLARD 28AE Vertical Drill. 
37-508 r.p.m. Spindle No. 
Table 24in. by 25in. 

SEDGWICK 0ft. by jin. Plate Bending 
Machine. Motor drive. D.C. electrics. 

CHURCHILL Gin. by 34in. Plain Grinder. 
Hydrauto bearings. 

JONES & SHIPMAN Fig. 310 Tool and 
Cutter Grinder. Capacity 8in. by |6in. 
Table 29in. by 4in. 

BARDONS & OLIVER No. 5 Capstan. 
Swings !8in. dia. over bed and Yin. dia. 
over cross slide. A.G.H. 

WILLSON /7tin. S.S. & S.C. Gap Bed 
Lathe. Admits 4ft. between centres. 
SWIFT 1i2t4in. S.S. & S.C. Gap Bed Lathe. 
Swings 26in. over bed and 19in. over cross 
slide. A.G.H. Speeds to 420 r.p.m. 
DAVID BROWN Hob Relieving Lathe. 
With motorised grinding head, profile 
slide and relieving tool slide and internal 

spindles 

ASQUITH Profile Models 
L.D.P. and — D.P Table 
(8in. by 15 

CINCINNATI No. 3 Dial Type Vertical 
Miller. Reconditioned. 

INDIVIDUAL TOOLS [5-ton Inclinable 
Ungeared Power Press. Fixed stroke 
2in 


For full list of modern motorised 
machine tools write or ‘phone :— 


H. BELL (ct) LTD 
WALTER STREET, LEEDS, 4 


Automatic. 


Speeds 
A 


Millers. 
Twin spindle. 














LARGE CAPACITY 
LATE TYPE 


GEAR MAKING MACHINES 


IN STOCK 


90in. MUIR Model M.T.9 Heavy Duty Large 
Capacity Hobber. For spur, spiral and helical 
gears and worm wheels. Max. dia. of spur 
gears and worm wheels 90in., max. dia. of 
spur gears running at high 
max. spiral dia. with max. width at 10 deg 
angle 90in., max. spiral dia. with max. 
width at 45 deg. angle 70in., max. spur and 
helical width 26in.-30in. according to dia., max. 
D.P. 13, table dia. 58in., range of hob speeds 
10-80 r.p.m., hp. main motor 12, 
68in. are Heavy Duty Gear Generator 
Size No. 4 extended. Motor drive For 
internal and external spur gears. Capacity 
internal gears 68in. dia., external gears 56in 
dia. Face width lin.-6in max. Max. D.P. 2 
INSPECTION INVITED 


Send us your enquiries. 


speeds 72in., 





j It’s Cheaper to Buy Now | 





SOAG MACHINE TOOLS LTD. 

JUXON STREET, LAMBETH, LONDON, S.E.11 
‘Phone: RELiance 7201 

‘Grams: Sotoolsag, London, 8.E.11. 


When answering advertisements kindly mention MACHINERY. 
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Selection of Machine Tools 
from Stock 


CENTRE LATHES 
LANG 8iin. 8.8. & S.C. 
between centres. 
0 MASCOT &iin. SS. & BA. 
Lathe, to admit 4ft. 6in. between centres 
New MITCHELL OF KEIGHLEY i2i}in. 8.8. & 
C. Lathe, to admit sit. 9in. between centres. 
sin, SS. & S.C. 


admit 4ft. 6in. between centres. 


New HELL OF KEIGHLEY i(tin. 8.5. & 
S.C. Lathe, to admit 7ft. 5in. between centres. 
F.L.C.B. 13in. 8.8. & S.C. Heavy Duty Lathe, 


to admit 17ft. between centres, 2 saddles. 
CAPSTAN LATHES 
WARD 3A Capstan Lathe, with collet chuck 
and bar feed, léin. capacity. 
ARD No. 7 Capstan Lathe, with covered bed, 
arranged for chuck work, 24in. hollow spindle. 
2A Capstan Lathe, 
and bar feed, 1i4in. capacity. 
BORING MACHINE 
TULLIS Horizontal Boring Machine, Floor Type 
with 3tin. traversing spindle, 9ft. Oin. by 
2ft. 6in. tee-slotted baseplate. 


UNIVERSAL GRINDING MACHINE 
LANDIS iéin. by 36in. Universal Grinding 
Machine, with hydraulic feed. 


DRILLING MACHINE 


GIRARD Sift. Gin. Radial Drilling Machine 


Elevating Arm, with Loose Box Bed. Two- 
motor type. 
PLAIN GRINDING MACHINE 
CHURCHILL i0in. by 36in. Hydraulic Plain 


Cylindrical Grinding Machine. 


MILLING MACHINES 


ERT 23V_ Vertical Milling Machine, 
68in. by 17in. table. 

CINCINNATI No. 3 Dial Type Vertical Milling 
Machine, 624in. by 15in. table, motorised. 
ARCHDA isin. Vertical Milling Machine, 

38in. by 10in. table. 

Vv “ Rigidmill"’ Production Milling 
Machines, working surface of table 39in. by 
13in., spindle speeds 25-400 r.p.m. Two 
machines available 

EDGWICK 18in. Production Milling Machine, 


working surface of table 26in. by 12in 
New VICTORIA U1, U2 and U3 Universal 
Milling Machines. 
ALE 20in 
Machine, 40in. by 
CUTTAT ER 
Machine, 
table, 


Horizontal Plain Milling 
10in. table. 

Production Milling 
43in. by 10in. working surface of 


with 4 automatic cycles to table. 


SAWING MACHINES 
RUSSELL 20/24in. Cold Circular Sawing 
Mac wy with hydraulic clamping to vice. 
NOBLE & 11/16in. Cold Circular Sawing 
Machine, 


SHEARING MACHINE 


RUSHWORTH 10ft. Oin. by tin. 
Guillotine Shearing Machine. 


Overcrank 


SURFACE GRINDING MACHINES 


EXCEL No. 3A Hydraulic Horizontal Spindle 
Surface Grinder, 24in. by Sin. capacity 
EN 92LE Vertical Spindle Rotary Table 


Surface Grinder, 48in. diameter table. 


All the machines are motorised 409- 


440/350 cycles 


above 


JOHN CASHMORE LTD. 
NEWPORT 1, MON. 

Tel.: Newport 66941 

Also at Great 


(5 lines). 


Bridge, Staffs. 


Lathe to admit 4ft. Oin. | 


Gap Bed Lathe, to | 


with collet chuck 


Two 


dition. 
Two C.V.A. 


to both 
each. 
All the 


One 
capacity, 


Lathe 


first-class 
Two 


tin. collet 
100-2,100 F.p.m. 
One - /MURAD 


£2 
One “TIMBRELL & WRIGHT No. 2E, lin. 


spindle speed range 
With collet chuck and bar feed. £325. 
Five WARD 


with two-speed motors and power feed 


One HERBE 
fitted 

spindle speeds 60-1,500 r.p.m. 
The above machine has been rebuilt and is 


for chuck work 

20-416 r.p.m. 

but in very good condition. 
One BARDONS & OLIVER No. 


One UIBBY 4 Capstan 
for bar work, 
and bar feed, spindle 


ACBARS LIMITED 


SPECIAL OFFER OF 
SECONDHAND 
CAPSTAN LATHES 

All Motorised 400/3/50 


HERBERT No. 0, }in. 


Electro-Pnewnatic. In 


ca,acity 
excellent con- 
70 each. 





Type CA10 Capstan Lathes, 

capacity. Spindle speeds 
£120 each. 

jin. capacity, overhauled. 


capacity. £125. ; 
One WARD 2A, Iliin. collet capacity, 
fitte! with two-speed motor giving. 


from 48-2,041 r.p.m. 


2A Capstan Lathes, as above, 
£380 


the saddle and turret. 


above Ward Capstan Lathes have 
a number of collets with them and also 
some tooling. 
overhauled. 


SOUTHWARK No. 2 


All have been completely 


ltin. collet 
with good equipment £245. 
RT No. 3 High Speed Capstan 
with air-operated chuck, 
£540. 


in all respects. 
ND Type K Capstan Lathes, 


arranged for chuck work. Spindle bore 
Zin., spindle speeds 60-1,000  r.p.m. 
£450 each. 

One GISHOLT No. 4 Capstan Lathe, 
arranged for chuck work, 2iin. hollow 
spindle. Spindle speeds 39-400 r.p.m. 
With very oe equipment. £315. 

One WARD No. 7 Capstan Lathe, arranged 


8 spindle speeds from 
This is an older machine 
£150 
5 Capstan 


Lathe, arranged for chuck work, with 
2tin. hollow spindle. Spindle speeds 
21- = rp.m. With good equipment. 
£4 


Lathe, arranged 
complete with collet chuck 
speeds 45-715 r.p.m 


Maximum bar capacity 2in. Well 
equipped £450 

One HERBERT No. 7 Combination Turret 
Lathe, spindle speeds 14-366 r.p.m. 
£375 

One FOSTER No. 2B Turret Lathe, 3fin. 
diameter hollow spindle, 22in. swing over 
bed, spindle speeds 12-325 r.p.m. 
Hardened bed. £765 


57a, HOLBORN VIADUCT, 
LONDON, E.C.lI. 
Cen. 6811-2: 2287-8-9 

Works, Sutherland Walk, London, S.E.17. 








= - 
HERBE 


motors. 


106, LORD 





bet oe n centres 30ft 


and apping 


NORMAN €E. POTTS (B’HAM) LTD. 


offer 
WARD No. 13 ggg x Turret Lathe 
LUND PRECIM 5in. by 18in. Model 
MPO. Motor yh 


URQUHART LINDSAY i6in. Centre Lathe, 


Swing over bed 32in. Distance 
Motor drive. 

hre ad Miller 

Junior 2 Spindle Drilling 
Machine. Independent 
Brand New 


STREET, WOLVERHAMPTON. 
Tel,: 23727. 








Las Press Brake, 6ft. by 
18. capacity in steel, 
SOUTHERN 


INERY CO., 


Brook, Millbrook, Southampton. Tel.: 


motorised 400/3 


ENGINEERING & MAC H- 
Connaught Buildings, Tanners 
South- 


ampton 73101. 


| 


NEW POWER OPERATED 
GUILLOTINES MOTORISED 400/3/50 
1—48in. by 4¢. MORGAN. 
1—48in. by lin. MORGAN. 
1—72in. by 14¢. MORGAN. 
1—72in. by tin. MORGAN. 
1—72in. by tin. KEETONA. 

NEW PEDESTAL TYPE CRAMP 
FOLDING MACHINES. 


1—48in. by 16g. MORGAN. 
2—48in. by tin. KEETONA. 


STOCK DELIVERY. 
JOHN CASHMORE LTD. 











GREAT BRIDGE, 
TIPTON, 
STAFFS. 
"Phone: Tipton 2181/7. 
Thiel 58 Duplex Tool Milling 
| Machine with universal milling table, 
Motorised 400/3/50.—SOUTHERN ENGIN- 
EERING & MACHINERY C©O., Connaught 


Tanners Brook, Millbrook, South- 


Southampton 73101 


Buildings, 
ampton. Tel.: 





ARCHDALE 5ft. Radial Drilling 
Machine, low base, No. 4 M.T. in 
spindle. A.C. Motor drive (two 
motor type). 

KOLB 3fc. 6in. Radial Drilling Machine, 
low base, loose box table, No. 4 M.T. 
in spindle. Motor drive through gear 


box. 

TAYLOR & CHALLEN No. /220 
{20-ton) Inclinable Power Press, 3in. 
stroke. Motorised and fully guarded 
with automatic guards. 

HERBERT No. 9S Combination Turret 
Lathe, 415/3/50, 4gin. Hollow Spindle. 
Good equipment. 

WARD No. 8 Combination Turret. 
Lathe, 415/3/50. 44in. Hollow spindle. 
Taper turning attachment. 

WARD No. 2A Capstan Lathe, 415/3/50. 
Power feed to turret and saddle. 
Bar feed yoo h aenene ball chuck. 
Two speed m 

CHURCHILL-REDMAN 7-NM S.S. & 
S.C. Heavy Duty Gap Bed Lathe. 


All-Geared, 400-440v./3/50. Q.C.G.B. 
Admits 2ft. 3in. between centres, 
swing in gap 26in. dia. 24in. 
Taper turning attachment. 

LODGE & SHIPLEY SS. & SC. 
Manufacturing Lathe All-Geared 
Head. 18in. swing by 5ft. between 
centres gin Hollow spindle. 
Q.C.G.B 

LE BLOND REGAL SS. & S.C. 


Precision Lathe for bench mounting. 
10in. swing by 2ft. 2in. between 
centres. Q.C.G.B. jin. Hollow spindle 
All-Geared head, 415/3/50. 

TWO B.S.A. 9in. Single Spindle Chuck- 
ing Automatics. 400-440v./3/50. 
Good equipment including  tool- 
holders, chucks, pick-off gears, etc. 

VICTORIA U2 Universal Milling 
Machine, 415/3/50. Table W.S. 40in. 
by 10in Spindle speeds 25 to 900 
r.p.m With dividing heads, swivel 
vice, pump and fittings. 

CINCINNATI ! 18 Automatic Milling 


Machine. British Built. Table W.S. 
35in. by 10in. Spindle speeds 50 to 
1,500 rp.m. Automatic table cycle. 
415/3 50. 


VAN NORMAN Plain Horizontal 
Milling Machine all-geared, 415/3/50. 
Table W.S. 64in. by /4in 18 Spindle 
speeds 32 to !,250 r.p.m. 


4/6, Minerva Road, Park Royal, 
LONDON, N.W./0. 


Telephone: ELGar 4841/2. 











When answering advertisements kindly mention MACHINERY. 
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EDGWICK No. 2 Univ. Miller. 
SWIFT 9 x 72in. Gap Bed Lathe. 
LA POINTE 318 Horiz. Broach, 64in. stroke. 
BARNES No. 2 Horiz. Hones. 
WARD No. 7 Comb. Turret Lathe, 1940. 
NILES 27in. x 27ft. Twin Saddle Lathe. 
ACME-GRIDLEY KAC6 Chuck Auto. 
CHURCHILL No. 1 Planetary Grinder. 
ORCUTT HM24 Gear Grinder, 1944. 
CINCINNATI 1/18, 2/24 Prod. Mills. 
R Horiz. Borer, 3 insp. 
B. & 8. OOG 8.5. Autos. 1942. 
LA POINTE 281 Horiz. Broach. 
VICTORIA U2 Mill, with dividing hds., 1955. 
ACME GRIDLEY “iin. 8.5. Auto, 1942. 
MODERN 6in. x 18in. Surface Gdr., 1953 
OSV 40in. 10in. Vertical 
Spindle Surface Grinder, 1942. 
30in H.D. Pillar Drill, 1942 
GISHOLT 4, 5 and 1L Turret Lathes, 1941-43. 
WARNER & SWASEY 3, 5 and SA Turrets. 
HERBERT 21), 4, 4 Senior Turret Lathes. 
B. & 8. No. 3 Vert. Mill, 1942. 
WARD 2A and 3A Capstans, 1942. 
ARCHDALE isin. and 30in. Vert. Mills, 1942. 
CINCINNATI 2MH & No. 2 Plain Mills, 1942. 
HEALD 48A 5S. End Borematics, 1941-44. 
DEFIANCE No. 5 Hor. Borer, 3in. sp., 1941 
B.S.A. tin. 8.8. Automatics, 1041. 
CINCINNATI iL and No. 2 Vert. Mills, 1942. 
B. & S. No. 2 Universal Grinders, 1941. 
NEWALL 10 by 24/48 Grinders, 1942. 
MONARCH Magnamatic Prod. Lathe, 1946. 
5in. by 36in. Spline Grinder, 1944. 
V.D.F. 10in. by 72in. Centre Lathe, 1941. 
CIN TI 3/24, 3/36 Hydromatics, 1945. 
HERBERT ©), 1 and 33 Plain Mills, 1940. 
P. & W. 128 2-spindle Profiler, 1941. 
KITCHEN & WADE No. 2 Cyl. Hone, 1940. 
CHURCHILL NB 6in. * 18in. 8S. Gr., 1942. 
CHURCHILL Centreless Gr., Model EC, 
COCHRANE BLY No. 55 Cold Saw, 
INDEX OR12 58.8. Auto, din. cap., 1940. 
FOOTBURT lin. cap. 8.5. Automatic, 1943. 


All modern fully motorised machines. 


}. B. MACHINE TOOL CO., LTD. 
312/4, BRADFORD STREET, 
BIRMINGHAM, 5. 

TEL.: MIDLAND 4375. 

AND AT WOLVERHAMPTON. 











Mitchell of Keighley S.S. & S.C. 
Gap Bed Centre Lathe, 84in. height by 
4ft. 3in. between centres, 32in. swing in gap, 
motorised 400/3/50.—SOUTHERN ENGIN- 
EERING & MACHINERY CO., Connaught 
Buildings, Tanners Brook, Millbrook, South- 
ampton. Tel.: Southampton 73101, 
Holbrook B21, All Geared Head 
Tool-room Centre Lathe. Swing over 
bed 22}in. Between centres 48in. M/d 400/3'50. 


—ALBERT EDWARDS (MACHINERY), Lrp., | 


79/89, Pentonville Road, London, N.1. 
TERminus 0167/8/9. 
One No. 3 Titan Cupolette. 
5 ewt. capacity. With motor, Charging 
Stage, Stairs, Chimney and 5 ewt. Jib Crane. 
Almost new condition. Apply: 
The Buying Department, 
PARKINSON COWAN APPLIANCES, 
Gtechford, Birmingham, 33 


"Phone: 


Ward 2A Capstan, Dial Type, | 


ball ehuck, bar feed, 415/3/50, exceptional | 


condition, £: . DUGARD, Lrp., 
Villas, Hove. 32471. 
Universal Miller With Profiling 

attachment, post war, 400/3/50. £475.— 
A. McNAMARA & CO., New Line, Bacup, 
Lancs. ‘Phone: Bacup 946. 


Taylor Taper Turning Lathe. 

Post-war. Mot. Cabinet type, Coarse fine 
feeds. Ex. Con. Also Edgwick 9in. A.G.H 
Multi-Tool Lathe. Mot Overhauled.—«". L. 
THOMAS, Lrp., 18, Park Avenue, Solihull 1281 


Jones & 540 

Hydraulic Horizontal Surface Grinding 
Machine, capacity 18in. by 6in., motorised 
400/3/50.— SOUTHERN ENGINEERING & 
MACHINERY CO., Connaught Buildings, 
Tanners Brook, Millbrook, Southampton. 
Tel.: Southampton 73101. 


Denmark 


Shipman Fig. 


No- 2 Dial Cincinnati Universal | 


seen | 


Horizontal Mill, 1,500) r.p.m. 
London.—BOX V992, MAcHINERY, 
House, Euston Road, N.W.1. 


Clifton 


MACHINERY 


Classified Advertisements (PLANT FOR SALE, contd.) 


LATE TYPE 
CINCINNATI MILLERS 


IN STOCK 


| PLAIN HORIZONTAL 

| No. 2 Medium Speed, Dial Type, table working 
surface 484#in. by 12in., capacity 2s8in. by 
10in. by 19in. 

| No. + Medium Speed, Dial Type, table working 
suiface 74fin. by 1l6in., capacity 42in. by | 
l4in. by 20in. 

| PRODUCTION 

| 3/36 Plain Hydromatic, table 

| 15in., travel 36in. 

| 4/48 Plain Hydromatic, 
164in., travel 48in 


size 522in. by 


table size 774in. by 


VERTICAL 
Dial 
capacity 


Medium 
by 


table 
by 


Speed, 
12 }in., 


size 
12in. 


Type, 
28in. 

7TRtin. 

16in 


4 High Speed, Dial Type, table size 
by 16in., capacity 42in. by 16in. by 
| 28/60 Series Hydrotel Kneeless Type Multi- 
motor drive, table size 28in. by &3in 
Capacity 60in. by 30in l4in., 16 spindle 
speeds 52 to 1,300 rpm Power down feed 
to spindle 


FOR 


by 


IMMEDIATE DELIVERY 





| It’s Cheaper to Buy Now | 





'SOAG MACHINE TOOLS LTD., 
| JUXON STREET, LAMBETH, LONDON, S.E.11 


"Phone: RELiance 7201. 
"Grams: “ Sotoolsag,’’ London, 8.E.11. 


Richmond 11B3/12 (New) 4ft. 6in- 
} Radial Drilling Machine, 2in. capacity. 
| motorised 400/3/50.—SOUTHERN ENGIN- 

EERING & MACHINERY CO., Connaught 

Buildings, Tanners Brook, Millbrook, South- 
jampton. Tel.: Southampton 73101. 
| No. 4 Cincinnati Plain Milling 

Machine. Dial type. High speed. 
| 8.C. motor drive 400/3/50. Table 74in. by 16in. 
| Speeds 18-1,300 r.p.m. Auto. feeds alt ways. 

LEE & HUNT L1p., Crocus Street, Nottingham. 
| Universal Thread Grinder. 

No. 10 Matrix. Internal and External 
threads 4-40 T.P.L., 7-6mm., 2-12 B Flute 
grinding 2-12. With equipment. Modern 

| machine with full electrics 400/3/50. Situated 
| London.— BOX. Z16, Macuinery, Clifton House, 
| Euston Road, N.W.1 


| Rotary Surface Grinder. Mag- 
netic chuck, 36in. dia. Blanchard Model 16 
Electrics 400/3/50.-Viewed London area. 
BOX Z11, Macninery, Clifton House, Euston 
|} Road, N.W.1 


| Herbert 2S Capstan, Ijin. Cap. 
Modern machine. Motor and electrics 

400/3/50.—BOX Z5, Macutnery, Clifton House, 

Euston Road, N.W.1 

Norton 10in. by 18in. Cylindrical 
Grinder. Electrics 400/3/50 Inspection 

| London area.— BOX Z30, Macntnery, Clifton 

| House, Euston Road, N.W.1, 


| Lamination High Speed Wien- 
garten Press, 70 tons capacity with shaft 
driven gripper feed mechanism. Variable stroke 
and 8 variable speeds. In excellent condition 
BOX 2744, Macurnery, Clifton House, Euston 
| Road, N.W.1. 


‘Thread 
Cap. 3in 
| Condition as new 
Apply BOX, Z23 
Euston Road, N.W 


Milnes (New) Vertical Milling 

and Boring Machine, table 30in. by &4in., 

with measuring equipment. Motorised 400/3/50. 

SOUTHERN ENGINEERING & MACH- 

INERY CO., Connaught Buildings, Tanners 

| Brook, Millbrook, Southampton. Tel.: South- 
lampton 73101 


Grinder by Newall. 

dia. by 10in. and equipment. 
Suitable for tap manufacture. 

. MACHINERY, Clifton House, 
1 
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CEM 

PEARSON Electro-Hydraulic Guillotine 
8ft. by fin. new, for early delivery. 

BENTLEY Pilate Bending Rolls, 6ft. by 
tin., 8ft. by gin. and Bfc. by fin. New. 

BERRY I2tin. by 7fc. 3in. S.S. & S.C. 
Lathe. New. 

SEDGWICK Universal Plate Bending 
and Folding Machine, 6ft. by jin. 
capacity 

BENTLEY 200-ton Power Press, 
stroke. New. 

BENTLEY 80-ton Power 
stroke. New. 

BENTLEY 50-ton Power 
stroke. New. 

CINCINNATI No. 2 Dial Type Horiz. 
Mill. 

WICKMAN 
matic. 

PROGRESS 4€ Drilling Machine, suds, 


ew. 


8in. 


Press, adj. 


Press, adj. 


Sin. five-spindle Auto- 


All machines motorised 400/3/50. 
Fully detailed stock lists available. 


CHARLES E. MATTHEWS 
(MACHINE TOOLS) LTD. 


34, Gladstone Road, 
Croydon, Surrey 
Tel. No.: THOrnton Heath 1783 
Telegrams: ‘‘ Matolco"’ Croydon 











One jin. By 8ft. Rhodes Guillo- 

tine, welded and guaranteed by BARI 
MAR Lrp.—BANKFIELD ENGINEERING 
CO., Lrp., Crossens, Southport. Tel South 
pors 87427. 


Cold Saw 
& Waddell 
DUALLOYS, 


5in. Capacity, Clifton 
Reasonable price York 
Lrp., Chard, 2341, 


K°E°N-T 


14AA Bin. 





Monarch S.S. & S.C. Lathe. 
625. 
Herbert No. | lin. Capstan. £150 
Herbert O Capstan, £110. 
Butterworth Ijin. Automatic. £475. 
Haskins in. Capacity Tapping Machine 


£60. 
Corona 2AX No. 2 M.T. Drilling Machine. 
£67 10s. Od. 
Zimmerman Hori 
travelling spindle. £325. 
Parkson Horizontal Milling 
Table Slin. by Ilin. overall. 
Speedax No.2 Riveter. £35. 
Jos. Heap lin. Tangential 
Machine. £165. 
Ward OE Capstan. Bar feed. 
Hardinge Precision Lathe, Sin 
Peterman P.!0 S.S. Auto 
collets and equipment. £395. 
Willson 7}in. S.S. & S.C. Lathe. £235. 
Lang 84in.S.S.&S.C.Lathe. T.T. A.G.H. 
£695 


Boring Machine, 2in. 


Machine. 
£195. 


Screwing 


£165. 
£37 10s. 
Extensive 


Van-Norman 22L. Hori-Vert. 
Machine. £695. 
Archdale '8in 


Fixed head. 


Milling 


Vert. 
£250. 


Milling Machine. 


All machines mot. 400-440/3/50. 


K-E-N‘T MACHINERY & 
ENGINEERING CO. 
Datchelor Place, London, S.E.5. 
Telephone ROD. 4149. 











When answering advertisements kindly mention MACHINERY. 
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Cincinnati 3FS Semi-dial Plain 
Horizontal Milling Machine, table 624in. 
by 15tin., spindle speeds to 450 r.p.m., 
motorised 400/3/50.—S3OUTHERN ENGIN- 
EERING & MACHINERY CO., Connaught 
Buildings, Tanners Brook, Millbrook, South- 
ampton. Tel.: Southampton 73101 


Acme Gridley 22in. 6 Spindle 

Automatic. Model BRB6. Fully motor- 
ised 400/3/50, bar feed. Almost unused. 
BOX 263, Macuinery, Clifton House, Euston 
toad, N.W.1. 


Lars Junior Centre Lathe, With 
Hydraulic Copying attachment. 1951 

machine. £850.—A McNAMARA & CO.,, 

New Line, Bacup, Lancs. "Phone: Bacup 946 


Hendey Tool Room Lathe 16 By 
30, complete with Hendey drive, chucks 
faceplate, steady, etc., 400/3/50. £400 
Jones & Shipman Internal Grinder, 12in. 
swing by 24in. Four-speed head, chuck, face 


plate, suds and tank, less spindle. £100 
Gas Muffle Incandescent Heat Co., Ltd., 
l4in. by Qin. complete with Pyrémeter and 


three work boxes. £30. All in excellent condi 
tion —EASTERN ENGINEERS, Berridge Road 
East, Nottingham. ‘Phone: 77566. 


16i- Diameter Rotary Surface 

Grinder. Heald model Horizontal 
wheel spindle. Fully motorised 400/3/50. 
BOX Z51, Macutnery, Clifton House, Euston 
Road, N.W.1. 


61lin 

2 watic by Acme Gridley (U.S.A.), in 
excellent condition, £1,500 as lying London 
area, any inspection.—BOX Z93, MACHINERY, 
Clifton House, Euston Road, N.W.1. 






99 








Herbert 2D Capstan Lathe. Just 

reconditioned, iin. dia. capacity. 
BOX, V988, Macutnery, Clifton House, Euston 
Road, N.W.1. 


AUCTION 


. Chucking 6-spindle Auto- | 


Cam 


By Order of THE HARDWICK INDUSTRIES | 
I 


JTD., 
Owing to re-organisation of Byron Business 
Machines 
ARNOLD ROAD, 
NOTTINGHAM. 
HENRY BUTCHER & CO. 


in conjunction with 


WALKER, WALTON & HANSON | 


are instructed to offer for SALE BY AUCTION 
in LOTS at THE WORKS, on 
WEDNESDAY, 23rd JULY, 1958, 
AND DAY FOLLOWING at 10.30 A.M. EACH 
DAY the 
MODERN MACHINE TOOLS 
AND EQUIPMENT 
including 
VERTICAL JIG BORERS & GRINDERS 
by ‘‘ Hauser "’ and “‘ Newall” 
MOTORISED 58.8. & 8.C. and CAPSTAN 
LATHES 
By “ Herbert,” “ Ward,” “C.V.A.” “ Murad” 
and others 


HORIZONTAL AND VERTICAL MILLING | 
MACHINES 


“ Cincinnati,” “‘ Archdale,”” “ 
Shipley "’ and “ Kearney & Tracker” 
“ WICKMAN ” OPTICAL PROFILE 
GRINDER 
HIGH SPEED AUTOMATICS 
DRILLING, GRINDING AND SHAPING 
MACHINES 
SPOT WELDERS: POWER HACK SAWS 
POWER PRESSES UP TO 70 TONS 
PLATING AND HEAT TREATMENT 
PLANTS 
SPRAYING AND COMPRESSOR UNITS 
ENGINEERS’ SMALL TOOLS AND 
CONSUMABLE STORES 
OFFICE FURNITURE AND EQUIPMENT 
Catalogues (when ready), price 1s. each, may 
be obtained of: 
Messrs WALKER, WALTON & HANSON, 


By 


Byard Lane, Bridleamith Gate, Nottingham, 
and of 
Messrs. HENRY BUTCHER & CO. 


Auctioneers, Valuers and Surveyors, of Factories, | 


Plant and Equipment, 73, Chancery Lane, 
London, W.C.2 


Telephone: HOLborn 8411 (eight lines.) 


Adcock & | 


Nearly New, 1,000 Ton Eumuco 

Coining and Sizing Press, Zin. stroke, 31in 
between sides. Air operated clutch and brake 
with 40 h.p. motor drive. Heavy Steel Plate 
construction. 


160 ton Hordern, Mason & Edwards high 
speed Friction Screw Press, type 4 SP, 13in 
effective stroke. 2lin. tool space, 6fin. dia 
screw. 10 h.p. motor drive 
REED BROTHERS (ENGINEERING), Lrp., 


Replant Works, 
Woolwich Industrial Estate, 
London, 8.E.18. 


Telephone: Woolwich 7611/6 
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FOR SALE OR PART 
EXCHANGE 
Engineer Wishes To Dispose of 

his M.G. sports car, 1952 T.D. Excellent 
conditions and appearance. New Tyres and 
Battery this year. £450 Would consider part 
exchange for machinery Requirements include 
Horizontal Milling Machine about 18in. table, 
with vertical attachment and accessorics, Small 
jig borer, Surtace Grinder with magnetic Chuck 
Small Tool and End Mill Grinder. Small Teols, 
sore Gauges, etc.—-CROWSLEY, Mill Hill, 
Edenbridge, Kent "Phone Edenbridge 2393 











SITUATIONS VACANT 








If you do not wish your reply to any Bor No. 
advertisement in this section to be forwarded to 
certain firms, please advise us Your reply will 
then be destroyed, but you will not be notified as 
this would disclose the identity of the advertiser. 


ully Experienced 

required immediately for Cincinnati Centre- 

less Grinder (Watford Area). Free travel from 

certain London districts to Works. Telephone 
Gadebrook 3930 for appointment 


Designer For B. & S., 

C.V.A. and Swiss-type Autos, able to cut 
out and complete job on bench. Age no objec- 
tion if active. Steady pensionable job. Must 
be experienced. State age and wages required. 





GRIFFITHS, GLILBART, LLOYD & CO., 
Lrp., 385, Camden Street, Birmingham 18 
NORthern 6278 

A vacancy occurs in a Midland 


firm for a 


TECHNICAL MANAGER 


who must have first class machine 
tool design experience and mod- 
ern machine shop practice. He 
should be capable of leading a 
design team of 100. Age 40 to 
50, Salary not less than £2,000. 
For further 
contact: 
Technical Advisory Service, 
Birmingham Productivity 
Association, 
95 New Street, Birmingham, 
MID 0912, 
stating ref. 329/TM 


information please 











‘Time Study Engineer Required 
by modern Precision Engineering Factory. 
Excellent remuneration and working conditions 


offered to experienced man.—Apply T. 8. 
| PRECISION ENGINEERING, Lrp., Crow- 
|hurst Road, Hollingbury Trading Estate, 


\ Brighton, 6. 


Operator | 


Accurate D.O. Checker Required, 

experienced in Jig and Fixture work. 
Knowledge of Multi-Drill heads and transfer 
machines an advantage. Housing available 
Apply THE MULHEAD ENGINEERING CO., 
Lrp., 136, Gt. North Road, Hatfield, Herts. 
Telephone: Hatfield 2296. 


Production Engineer With 

Specialist’s knowledge of Automatics, 
wanted by Midland firm. Applicant must be 
conversant with Wickmans, B.S.A Acme 


| Gridley, Brown & Sharpe and Brown & Ward's 


Automatics. Experience on Servicing, Planning, 
Tool Design, Tooling up and Control essential. 
Apply stating full details education, age, experi- 
ence and salary range, to BOX Z59, Macninery, 
Clifton House, Euston Road, N.W.1 


Designers and Draughtsmen 

required for medium and heavy Machine 
Tools. Interesting and varied work. Perman- 
ent position, attractive bonus scheme.— Write, 
stating age, experience, and salary required, to 
NOBLE & LUND, Lrp., Felling, Gateshead 10. 


Well Known Machine Tool Com- 
pany requires practical Machine Tool 
Engineer with many years experience of machine 


service and tool setting Apprenticeship and 
H.N.C. essential Experience on vertical boring 
mills an advantage Age over 30 teply in 


confidence, stating experience 


BOX Z62, 
MacHINery, Clifton House, 
N.W.1 


Euston toad, 


Young Man Required By Plastic 
Mould Makers, to assist and train under 
Works Manager. Should have workshop and 


drawing office experience Knowledge ‘Tool- 
making advantage but not essential. Wembley 
District Write giving full detailk, BOX 


764, Macutnery, Clifton House, Euston Road, 
N.W.1. 


Highly Paid Secure and Interest- 

ing posts are always available for tech- 
nically trained men. Find out how you can 
put some letters after your name by preparing 
at home in “No Pass—No Fee" terms for 
A.M.1.Mech.E , A.M.LProd.E., A.M.S.E., City 
and Guilds, etc., ete. Full details of exams 
and hundreds of courses in all branches of 
Engineering. Draughtsmanship and Manage- 
ment, the Benefits of our Emoloyment Dept., 
and unique record of 95 per cent. succeases, are 


given in “Engineering Opportunities *’°— 
valuable 144-page Guide which will reveal 
many chances you are now missing. Write 


for your copy today stating (subject of interest) 
FREE and without obligation.-B.LE.T., 
Dept. 34a, Wright’s Lane, London, W.8. 


When answering advertisements kindly mention MACHINERY. 
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achine Shop Foreman 
required for “ Trade Shop "’ with sound 
geeations experience in the manufacture of Jigs, 
‘cols and Fixtures, able to use initiative in the 
planning of Production with a view to progres- 
sive advancement. Expanding Company 
situated in the Dartford-Kent area.—Fullest 
details of past experience to BOX Z33, 
aueeny. Clifton House, Euston Road, 
N.W.1. 


Production- Minded Working 
Foreman required by small firm in North 
Essex town. Must have comprehensive experi- 
ence 8/S Autos, Capstans and Presses; be able 
to make tools for same and handle labour. 
Present prospecte—Hard work. Future pros- 
pects-—-Promotion and security. Help would be 
given with housing. write with full 
articulars of experience.—BOX Z24, 
oye. Clifton House, Euston Road, 
-W.1. 





REPRESENTATIVES 





"The Pilot Plug Gauge Co., Ltd.— 

Coventry. In order to keep pace with our 
extended production facilities we require repre- 
sentation in certain areas. We are only inter- 
ested in first-class men working on their own 
account or for a small firm because we believe | 
in specialisation.—Please write stating area at 
present covered and the names of firms repre- 
sented, to—F. W. M. LEE—Managing Director 


Old Established Machine Tool 

merchants, new machines only, require 
Technical Representative for Midlands area, 
Must have connection. Salary, commission, 
ear provided.—BOX Z54, Macutnery, Clifton 
House, Euston Road, N.W.1. 





Freelance Representatives Call- 

ing on Factories required to introduce 
wide range of portable power tools on a com 
mission basis. Gentlemen with cars interested | 
in augmenting their income with very attractive | 
products.— Write fully giving details in confi- 
dence, to BOX, Z58, Macutnery, Clifton House, | 
Euston Road, N.W.1 


Conscientious Well Connected 

Representatives required for most areas 
to sell on & generous commission basis Small 
Tools and Machine Shop Equipment at highly 
competitive prices. Existing non-competitive 
representation not objected to.—Write in 
strictest confidence giving full details to 
BOX V946, Macurvery, Clifton House, Euston 
Road, N.W.1. 


anted. Agent For Scotland 
required on commission basis by versatile 
Birmingham Company engaged in Light 
Engineering Batch Production. Modern plant, 
A.L.D. approved, own Toolroom and D.O. 
facilities BOX Z32, Macutnery, Clifton 
House, Euston Road, N.W.1. 


June 27, 1958 


d.) 


| Manufacturer of Automatic 

} Milling Machines and interesting pneu- 
matic equipment wants well introduced repre- 
| sentatives for North England, the West Country 

|and Wales. Expenses contribution and com- 
mission. Write with details of other activities 
and area covered.—BOX Z20, MACHINERY, 
Clifton House, Euston Road, N.W.1. 


Midland Company Engaged In 

Cold Rolling Bright Steel Strip require 
Sales Representative for London. ust be 
experienced in the trade. Full details of past 
experience and connections, together with salary 
required to be stated.--BOX Z48, MACHINERY, 
Clifton House, Euston Road, N.W.1 








| SITUATIONS WANTED 








Senior Executive, Fully Experi- 

enced general administration, buying, 
commercial and works procedure, etc. Desires 
responsible post small or medium sized firm 
London or Home Counties Age 43 years.— 
BOX V980, MACHINERY, Clifton House, Euston 
Road, N.W.1. 


Mechanical Engineer, 34, 

A.M.I.Mech.E. (Also good academic 
qualifications), experienced research, design, 
development with engines, mechanisms, hydrau 
lies, post offering genuine prospects 
BOX 253, Macurnery, Clifton House, Euston 
Road, N.W.1. 


echanical Designer, Experi- 
enced in design and production of wide 
variety of machinery, industrial gas turbines, 
aero engines, precision machinery, etc. Desires 
change.—BOX V961, Macninery, Clifton 
House, Euston Road, N.W.1. 


Engineer, 30 Year 

experience in the Workshops Machine 
and fitting, ete. General, Development, and 
Toolmaking. Administrative background with 
practical ability. Seeks position in practical 
field.— BOX Z56, Macninery, Clifton House, 
Euston Road, N 1. 


Practical 


REPRESENTATIVE 


Technical Sales Representative 

age 29, requires position with machine 
tools or small tools manufacturer. Midlands 
area Wide engineering experience BOX. 
249, MACHINERY, Clifton House, Euston Road, 
N.W.1. 








RECEIVED TOO LATE FOR CLASSIFICATION 





CONTRACT WORK 


Capstan Capacity Available Up 
to lin. diameter, also general light engi- 
neering including bench fitting, brazing, silver 


soldering, general fitting, stove enamelling, et: 
Enquiries to: 


c. H. PRITCHARD & COMPANY, Claverings 
Industrial Estate, Montague Road, Edmonton, 


N.9. Telephone: Edmonton 4154. 


~ PLANT WANTED 
anted: Extrusion 

(Horizontal). Capacity: (a 

(b) 400 tons. Max. 

Sin. Max. speed not less than lin. 

Max. billet size not less than 3iin. 
production machine is not required. 
For fullest specification write 

REPRESENTATIVE, DEPARTMENT 


750 


W.C.2, 


Presses 
tons; 
ram travel not less than | 
per sec. 
A fast | 
| clipping 
SENIOR 
OF 
SUPPLY, Australia House, Strand, London, 


| required. 


Secondhand 16in. or 20in. Swing 

Frame Grinding Machine, motorised for 
400-440/3/50 cycles supply. —BOX y 
MACHINERY, Clifton House, Euston Road, 
N.W.1. 


|Gecond-hand Taylor Hobson) 


Model © or Model CX. Engraving Machine 
State price, accessories available and 
be seen BOX 265, MACHINERY, 


where may 


Clifton House, Euston Road, N.W.1. 


| 


ood Second-hand Combined 
Shearing and Hot Clipping Press. 
Pressure 120 tons with 4in. strcke, key clutch, 
distance between slides and tool base 10in. 
minimum. Screw adjustment to shearing and 
boxes 3in. With or without gears. 
Max. 70 r.p.m.—Kequired by T. WILLIAMS 
(DROP FORGINGS & TOOLS), Lrp., Tilton 
Road, Small Heath, Birmingham 2». 
VIC, 3451-2-3. 


766, | 


Tel.: | 


|'Two Fully 
Stamps required 

1 cwt. tups.—BOX Z60, 

House, Euston Road, N.V 


Wanted Ward No. 7 Combination 
Turret Lathe. 
Kitchen & Wade No, 2 Honing Machine 
Barber & Colman Gear Hobbing Machine 
Only modern machines considered.—BOX 
761, MACHINERY, Clifton House, Euston Road, 
N.W.1. 


Automatic Drop 
with approximately 
MACHINERY, Clifton 
V1 








i cata ietlneniheiaaaas titties 
PLANT FOR SALE 
Cincinnati Production Horizontal 
Mill, 4lin. by 10in., 16 speeds 50-1,500, 
| 415/3/50, £325.—C, DUGARD, Lrp., Denmark 
| Villas, Hove. 32471. ie 
Vertical Broach. 
| Oilgear hydraulic. 30in. 
Suds. 21lin. between sides. Good cond.—©. L. 
| THOMAS, Lap., 18, Park Avenue, Solihull 1281. 


- Weatherley 
stroke Mot. 


When answering advertisements kindly mention MACHINERY. 
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BRITISH BUILT 


SHAPERS 


“ETSCO” 
18 and 26in. GEARED. 
24in. HYDRAULIC. 


LANERS 


“HYDETSCO” 
36, 54, 72 and 96in. 


(as illustrated) 
HYDRAULIC. 


Made in LONDON, robust 
and to close limits of accuracy. 


EARLY DELIVERY 


We also supply most types of 
MACHINE TOOLS (New and Used) 


PLEASE SEND US ENQUIRIES. 


frp. 32-40, MONKTON ST., LONDON, S.E.11 


PHONES: Reliance 1437.9. 
TE LE caans: Surfacing, Lamb, London. 





C. H. JOYCE, 


(Original Firm Established 1842) 
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D> 
WAS Co 
HYDRAULIC PRESSES 


12, 20, 35, 50 AND 100 TONS CAPACITY 
24in. STROKE & DAYLIGHT 
ALL MODELS OPERATE AT 
POWER AND __—- 3 SPEEDS &3 TONNAGES 


SPEED 


from MAXIMUM SPEED to MAXIMUM POWER 


AT THE FLICK OF A SWITCH 











ant”; 


W. H. MARLEY & CO. LTD. Tei. Enterprise 5234-5578 
NEW SOUTHGATE WORKS - 105 HIGH ROAD-LONDON N.II 





| 
i GRINDING OR PRE- 
| SHAVING 


| 
| 
il GEAR HOBS FOR FINISHING, _ PRE- 
| 
| 


||| SPLINE HOBS WITH OR WITHOUT 
HH CLEARANCE LUGS— 
GROUND FORM OR UN- 
HH GROUND 


\||||| SPECIAL FORM FORM RATCHETS, SERRA- 
\\|||| HOBS TIONS, SPROCKETS, ETC. 


Hi 
BARBER & COLMAN LT? ||) 
BROOKLANDS, Sale, Cheshire. ||| cory onecisliy laid out and equipped for this 


| class of work. You are thus able to rely on 
Phone: Sale 2277 (Pbx) Grams & Cables: ‘Barcol’ Sale hobs of uniformly superb quality in 
finish accuracy... and performance. 
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SHOW 0 special Double Dise 


now operating in the new 
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